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Pure White POROX Linings The Preference is for 
for Mixers, Storage Tanks and Pressure PATTERSON 


Vessels 
Standard POROX and ARLCITE Pebble Mills 


High Density Mill Linings * Agitated Pressure Vessels 
POROX Grinding Balls—all sizes ® Mixers 

ARLCITE High Density Grinding Balls . Agitated Storage Vessels 
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Why Poreelain Enamel puts mo 


INTO YOUR PRODUCTS 


A porcelain enameled finish on your products offers so many unusual % 
advantages that it stands out as a sales-aid in comparison with other finishes. 
And no wonder! What other finish can compare with all these features: 
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HEAT- 
RESISTANT 


Forgotten cigarettes 
or even hot irons 
don’t harm its hard, 
glossy surface. Since 
it is processed at 
1550 F, porcelain 
enamel will withstand 
any temperature it is 
likely to encounter 
in home service. 





RESISTS 
ACIDS 


Acid-resisting porce- 
lain enamel is not 
damaged by fruit 
juices or chemicals 
commonly used in the 
home. 











COLOR 
PERMANENCE 


Porcelain enamel 
never “fades out.” 
It can be supplied in 
any color and in any 
variations of shades. 








EASY 
TO CLEAN 


There are no tiny 
surface pores in 
porcelain enamel to 
collect dirt and 
moisture. So-dirt and 


stains are easy to 
If wipe off. 














SHEFFIELD STEEL 
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Of course, the metal beneath the porcelain emanel sur- 
face must have excellent bonding qualities, flatness, 
and uniform fabricating characteristics. That’s why more 
manufacturers have used more Armco Enameling Iron 
over a longer period than any other enameling base. 
That is why too it has become known as the “World’s 
Standard Enameling Iron.” 


* ARMCO DRAINAGE & -METAL PRODUCTS 


Armen Stool 





Corporation —\aMev 


4974 CURTIS STREET, MIDDLETOWN, OHIO \W/ 


INC. © THE ARMCO INTERNATIONAI 

















a practical approach 
to pressroom modernization 














“.. to solve press obsolescence problems 


The extensive capital expenditures required to meet competitive pres- 
sures have put many manufacturers in an unfortunate position. Mod- 
ernization is mecessary if the manufacturer is to price his product 
competitively and still make a fair profit. However, the fair profit is 
necessary before he can afford the modernization. Two new Verson 
plans make it possible to modernize now and pay for it out of the 
increased profits it provides. If you are one of the manufacturers faced 
with the dilemma of needing modernization for better profits, but 
needing better profits before you can afford modernization, one of 
these plans may be the answer to your problems. 
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INSTALLMENT PROGRAM LEASING PROGRAM 
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For the manufacturer who wishes to own his own 
presses but minimize his initial capital outlay, 
Verson offers a Customized Installment Program. 
It is called ‘‘Customized"’ because the payment 
plan is tailored to the buyer's own financial re- 
quirements rather than to a single fixed plan. 
Initial payments may be as low as 10 per cent of 
the purchase price with the balance payable over 
periods ranging from six months to five years. 
Further information on a plan to meet your 
needs will be furnished on request. Please out- 
line your requirements. 
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A Verson Press for every job from 60 tons up. 


-Werson- 
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For the manufacturer who wants the advantages 
of modern, efficient presses without capital in- 
vestment, Verson offers a Customized Leasing 
Program. Like the Installment Program, a choice 
of plans is available to best suit the buyer's 
requirements. In addition to the basic plans, op- 
tions for continuation, termination and eventual 
purchase are also available. Special arrange- 
ments for special machines will be considered. 
Further information on a leasing plan to suit 
your needs will be furnished on request. Please 
outline your requirements. 


ORIGINATORS AND PIONEERS OF ALLSTEEL STAMPING PRESS CONSTRUCTION 


VERSON ALLSTEEL PRESS CO. 


9320 S$. KENWOOD AVENUE, CHICAGO 19, ILLINOIS @ SO. LAMAR AT LEDBETTER DRIVE, DALLAS, TEXAS 


MECHANICAL AND HYDRAULIC PRESSES AND PRESS BRAKES * TRANSMAT PRESSES + TOOLING * DIE CUSHIONS * VERSON-WHEELON HYDRAULIC PRESSES 
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bull’s-eye for quality 


The huge calciner shown here is just one part 
of the TITANOX quality story. In this mammoth 
rotary kiln, titanium hydrate is converted to 
titanium dioxide. It is one of the last steps in 
a carefully controlled process which yields the 
uniformity of composition, easy working qual- 
ities, low shrinkage and free flow which are 
characteristic of TITANOX-TG and TITANOX-TG- 
400—non-pigmentary titanium dioxides made 
exclusively for ceramics. 

Smelted into titania porcelain enamels, 
TITANOX-TG produces maximum opacity while 
TITANOX-TG-400 yields a blue-white tone. Re- 
cent research indicates that glazes can be self- 
opacified by titanium dioxide through the use 
of TITANOX-TG. Further, TITANOX-TG is invalu- 
able in promoting acid resistance in dry process 
enamels as well as enamels for aluminum and 
glass decorating. Both the anatase and rutile 


TITANIUM PIGMENT 


types of TITANOX titanium dioxide pigments are 
widely used as mill-added opacifiers. 


Your TITANOX representative and our Tech- 
nical Service Department are always ready to 
help you make the proper choice. Titanium Pig- 
ment Corporation, 111 Broadway, New York 
6, N. Y.; Atlanta 2; Boston 6; Chicago 3; 
Cleveland 15; Houston 2; Los Angeles 22; Phil- 
adelphia 3; Pittsburgh 12; Portland 14, Ore.; 
San Francisco 7. In Canada: Canadian Titani- 
um Pigments Limited, Montreal 2; Toronto 1. 


TITANOX 
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CORPORATION 


Subsidiary of NATIONAL LEAD COMPANY 
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ROUNDED 
EDGES 


THREADED OR 
UNTHREADED 
HOLE UP TO 

¥%'' STANDARD 


PLAIN OR 

SERRATED 

CONTACT 
DRUMS 


RANGE OF 
DRUM SIZES 
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INFLATES TO 
ANY DESIRED 
HARDNESS 


RECESSED 
HUB 


New Aircore Grinding Wheel cuts faster... 
features interchangeable contact drums 


One universal core assembly and a range of contact drum 
sizes — these are the ingredients for a new line of Nu-Matic Air- 
Inflated Grinding Wheels. Changing contact drums is like changing 
from conventional tread tires to snow tread tires on your car. The 
new Aircore models provide these features: 


FASTER FINISHING—With an Aircore Grinder, you get up to 3,000% 
greater abrasive contact area than with hard-wheel grinders. Means 
a greater area finished with each pass. 


BETTER WORK—No herringbone patterns. No swirl marks. Aircore 
Grinder produces a smooth, straight-pattern finish comparable to 
a hand finish. Rough cutting and blending in one operation. 


INCREASED BELT LIFE—Users report savings in abrasive costs up to 
80%. Fewer grit sizes required in most cases. 


FOLLOWS CONTOURS—tThe resilient contact drum shapes itself to 
the contour of the work surface — combines contouring with fast, 
smooth cutting. 


LIGHT WEIGHT—The Model 525 weighs only 15 ounces. Size for 
size the lightest grinding wheel on the market. 


COMPARE AT OUR EXPENSE—Send for 25-day free trial. Give job 
requirements and type and size power tool used. 


NU-MATIC GRINDERS, INC. 


8224 Carnegie Ave. Cleveland 3, Ohio 
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The Nu-Matic Air- 
Inflated Grinding 
Wheel is built like 
an auto tire — flat- 
tens out at point of 
contact — contours 
to work surface. 








Here you see the large grinding area that an 


Aircore gives on flat surfaces. A sheet of glass 
is pushed against an Aircore wheel that has 
been inflated to 3 pounds pressure. 
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S MLESS STAMPINGS 


Do you havea metal product—or a part of a product— 
that has to be stamped or drawn? Then it’s time to 
Send for your free copy of oe 

our booklet—“'Science and eee va take a good look at what G. P. & F. has to offer. We 
Skill in Sheet Metals.’’ 
It illustrates many jobs 
produced for G.P. & F can handle your complete job from start to finish— 
customers... and gives : 
interesting information on = 
our abilities and facilities. —even package and ship your finished product, if 


have the manpower, the machines, the facilities. We 
relieve you of production details and responsibilities 


you wish. The booklet shown on the left tells the 


complete story. Write for it today! 


Here are just a few 
samples $ our werk... 


(Also 


SKILL... MEN...MACHINES... 


GEUDER, PAESCHKE & FREY CO., 1605 W. St. Paul Avenue, Milwaukee 1, Wisconsin 
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finish, too, can look to 1955 
with optimism. January ’55 
was our 3rd largest issue in 
over ll years of publication. 
This February issue is our larg- 
est, carrying more editorial 
and advertising pages than in 
any preceding month. 











FORECASTS FOR THE FUTURE — become 


increasingly important to the Appliance and Metal 
Products Manufacturing field as we swing deeper into a 
period of real competition. 

The editors of finish make few predictions and use no 
crystal ball for the determination of business forecasts. 
We do attempt to keep our readers well posted concerning 
the thinking of management and statistical experts within 
the field we cover. Our February issue is selected for the 
first of these reports as it allows time for the preceding 
year’s developments to be surveyed carefully as a basis 
of forecasts for the succeeding months. 

On this page we present just a few brief comments 
by important people as a guide to more complete reports 
in other sections of the issue and to additional statistical 
information which will appear in later issues. 


GAMA—Gas Appliance Manufacturers Associa- 
tion reports that at the end of 1954 the gas industry 
served a total of 33,156,200 residential customers. (73.2% 
over 1941). In 1954 alone, 17,500 miles of our pipelines 
were added to the industry’s system. Gas utilities and 
pipeline construction expenditures are estimated at more 
than $1,100,000 during this year. The industry expects 
to add 1,200,000 new house heating customers in each of 
the next three years. 

Gas appliance and equipment ‘manufacturers expect 
1955 volumes to be in tune with forecasts for industry as 
a whole. Estimates covering five major gas appliances 
show expected volume to be up an average of 4% in 1955 
over 1954. Estimated percentages may be materially 
higher if individual manufacturers perform up to expec- 
tations. (see GAMA report to finish on p. 26) 


NEMA—National Electric Manufacturers’ Associa- 
tion reports 1954 as the second best year in history for 
the Electrical Manufacturing Industry and predicts an 
increase in Industry shipments of 5% for 1955 with the 
possibility of a new high in excess of the all-time peak of 
$16.4 billion. Appliances were down 10% for 1954, with 
some low saturation items showing gains. “It is expected 
that for the coming year of 1955 most of this loss will be 
regained (for items showing loss) with an overall increase 
of approximately 6%.” (see NEMA report to finish 
on p. 27) 


AHLMA—American Home Laundry Manufacturers 
Association—Factory sales of home laundry equipment 
(washers, dryers and ironers) passed the mark of 
4,000,000 units in 1954 for the second successive year. 

Predictions by AHLMA division chairmen point to 
the sale of 2,725,000 automatic washers in 1955 and 
that clothes dryers may hit the “magic million” mark 
this year. 

An industry survey indicates that many companies 
are planning plant and equipment improvements during 
the year. (see report on AHLMA annual meeting p. 30) 


SKCMA—Steel Kitchen Cabinet Manufacturers’ As- 
sociation—After an early 1954 decline in the sale of 
durable goods generally, Steel Kitchens recovered rapidly 
and strongly in the closing months of the year. As a 
result, latest figures indicate Steel Kitchen Cabinet sales 
for 1954 will total only 2% off the industry all-time peak 
of 178,000,000 of 1953. 

The Steel Kitchen Cabinet industry confidently looks 
to 1955 as a year of rising sales volume, which very well 


(see presstime report from PMI on Page 13) 


could produce a 10% gain to a new high in Steel Kitchen 
Cabinet sales. 


United States Steel Corporation—Benjamin F. Fair- 
less, chairman of the board . . . steel output for 1955 
should be approximately 10 million tons higher than that 
averaged during World War II. 1955 will run about 95 
million tons, the fourth highest tonnage of all time. 

U. S. S. will complete a new research center near 


Pittsburgh during 1955. 


Armco Steel Corporation—W. W. Sebald, president 

. steel used by manufacturers during 1954 was about 
96 million tons (in terms of ingots), 8 million tons more 
than was produced. Steel production during 1955 should 
rise to 95 to 100 million tons. 

Armco plans to spend about $30 million in 1955 to 
improve plants and equipment. 


Inland Steel Company-—Joseph L. Block, president 

. with the tremendous growth of the automotive 
household appliance and metal container industries, steel 
has become a consumer goods industry to an even greater 
extent than a capital goods industry. Therefore, it can 
lay just claim as a pulse-taker to the entire American 
economy. 

Barring serious strikes in major industries, ingot 
production is likely to hit at least 100 million tons in 


1955. 


What the individual manufacturers say: Year end 
reports and forecasts from dozens of manufacturers 
throughout the Appliance and Metal Products field pre- 
sent the same general story: 1954 was a good year for 
most companies, and the forecasts for °55 are almost 
unanimously for a production gain of from 5% to 15% 
with the extremes running from 1% to 30%. 

Our editors have also been conducting a personal sur- 
vey among the key management and sales personnel of 
Appliance Manufacturing firms. A few of the pertinent 
reports are included with the report of the Chicago Mar- 
ket starting on p. 33. 


Another significant point aside from production and 
sales forecasts is in the number of manufacturers who 
have reported to finish their plans for continued plant 
modernization. Expansion plans are also very much a 
part of the 1955 picture. 


What about color 


The report on the current color trend is too compre- 
hensive to be presented in this brief editorial. You may 
get a few pointers by reading the Market report (starts 
p. 33). In later issues we will continue to report on this 
important subject. 


Our prediction 

Our readers will notice that so far in this finish line 
we have confined the report to the opinions and predic- 
tions of others—men who are in excellent position to feel 
the pulse of industry. 

One prediction we will make, without reservation, 
those companies which are successful in making the pre- 
dicted increases materialize for their respective companies 
at a profit will be the ones that have been and currently 
are giving top rating to Sales Personnel. Sales Training, 
(at all levels) Sales and Advertising Plans, and every 


important ingredient of the field of MERCHANDISING. 
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Molecule Management is Our Business 


T’S A LONG, HARD, complicated road from coal, 
I air, water, and petroleum, which are the basic 
building blocks of organic chemicals, to the care- 
fully formulated chemical coatings that transform 
our modern appliances into things of vibrant 
beauty and guard these engineering marvels 
against the ravages of corrosion. 


Over the years Interchemical research has ac- 
cumulated a vast storehouse of organized scien- 
tific facts about how to take these molecules 
apart, rearrange them, discard unwanted portions 
and rebuild made-to-order raw materials with 
certain specific properties, and then to fashion 


R 


these chemicals into custom-engineered finishes 
to adorn and protect man-made creations. 


This technical “know-how” plus a wealth of 
production and application experience is put 
to work for YOU when you buy Interchemical 
Finishes. It is your assurance that whatever com- 
bination of physical properties is needed to make 
YOUR product turn in its maximum performance 
will be a “built-in” feature of your tailor-made 
chemical coating. 


& £ ? & e & & * @ & a e @ ee ® 
TO GIVE YOUR PRODUCT A GOOD START, GIVE 
IT AN INTERCHEMICAL FINISH!! 


Interchemical Corporation “«/ | LIOU 


FACTORIES: CHICAGO, ILL. © CINCINNATI, OHIO © ELIZABETH, N. J. © LOS ANGELES, CAL. © NEWARK, N. J. © MEXICO CITY, MEX. 


In Canada, IC products are sold by AULCRAFT PAINTS LTD., Toronto, Ont., under its trademarks. 


























1) <+) +) (3 1 BeS.. HOW TO CUT STEEL COSTS 


Both systems begin with mill 
coil. However, if you are 
now buying sheet you are 
faced with the following 
costs. 


T+) L116 (+) | eee. A WEAN SLITTING and SHEARIK 


adaddd 


With the Wean system you 
buy coils, simply prepared 

. eliminate mill extras. 
Delivery is of comparatively 
few width sizes. 


For mill cutting to random 
lengths, simply shearing to 
reach sheet form, add$.20 
per hundred weight to basic 
steel cost. 


The fewer sizes . . . the 
smaller purchasing and in- 
ventory staffs required. 





Actual Savings 
in Steel Costs 


of 20% 





ob AY Ses 


For squaring to tolerance at 

the mill add another 10 per- palletizing to keep the sheet 

cent to your basic steel clean and easy to ware- 

costs. house add an additional 
$.025 to the costs. 


Then for wrapping and 


The steel, of course, must be 
delivered regardless of 
form. 


fm ; A 
The Wean Line converts the 
coil of steel to resquared 
multiples at rates up to 200 
feet (or 100 cuts) per 


minute. Tolerance control 
is easily held within accepted 


And you save approxi- 
mately 30 percent in stor- 
age area. 


To many steel fabricating people this amazing speed of cutting-t 
length to resquared tolerances has seemed unbelievable. But, tc 
many others, who have seen one of these Wean lines in operation 
talked with people who operate them, gone over actual figures 
this is a production line ''must” 

When we say savings up to 20 percent in your steel costs we 
mean just that. Total up the costs approximated above 


check them against the book against your own cost sheets 





Find out what you're paying for getting steel from coil to 
final sheet size, ready to form. If it's more than a dime a 
hundred weight then you should know all about the Wean 
line. Get in touch with one of the offices listed below and 

let a qualified Wean representative work with you — 
using your figures if you wish — in proving the Wean 

line can effect a substantial savings where you and 

your operations are concerned 
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—> from Page 7 


PMI wire report 
To finish 
THE PRESSED METAL BUSINESS, 
ACCORDING TO GOVERNMENT FIG- 
URES AND THE SAMPLING WE MADE 
FROM OUR MEMBERS, SHOWS A 30% 
DROP IN 1954 COMPARED TO 1953. 
EVEN THOUGH THE GENERAL FORE- 
CASTS FOR ALL BUSINESS ARE VERY 
OPTIMISTIC FOR 1955, THE BEST 
STAMPERS CAN LOOK FOR ON AVER- 
AGE FOR THE ENTIRE INDUSTRY IS 
A 5% IMPROVEMENT DURING 1955. 
R. A. DASCHNER 
ACTING MANAGING DIRECTOR 
PRESSED METAL INSTITUTE 


Market survey 
—> from Page 35 

Avco—“Sales last year were about 
the same as in °53. However, for °55 
we anticipate a 10% increase, with 
our new refrigerator and the Duo- 
matic washer-dryer as the leaders. 
Our latest addition to our appliance 
line is a built-in electric range. 

“We have introduced kitchen cab- 
inets with a “copper glow” color, and 
are considering other colors for cab- 
inets.” G. E. Simons, dir. of adv. 
and sales promotion, Crosley and 
Bendix divisions. 


Tappan Stove — “In this our dia- 
mond jubilee year, we have a 30% 
increase budgeted for our sales force. 
Our sales in °54 were the same as in 
53, but profits were less. 

“At the top of our line is the new 
Greenbrier gas range which is in the 
$475 class. It has four-in-a-line back 
burners so there is no working over 
heat. It also features ‘charcoal’ ra- 
diant. broiling. 

“Our built-in line features Copper- 
loy and Lusterloy metallic finishes, 
with interchangeable parts. The built- 
in ovens and surface units fit stand- 
ard Youngstown, Republic or Tracy 
free-standing kitchen cabinets.” — A. 
B. Ritzenthaler, vice president of 
sales. 


Amana Refrigeration — “Sales of 
Amana freezers in each of the past 10 
years have eclipsed the preceding 
year, with °54 volume up 30% over 
53. We wound up the past year with 
practically “O” inventory at our plant 
and currently have the largest back 
order for freezers in our history. 
“We entered the room air condi- 
tioner business last year and had a 
very successful year, ending up the 
year with practically no inventory.” 
-E. L. Hinchliff, sales manager. 
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Coining Press Slashes Sizing 
and Straightening Costs for 
Leading Automobile Builder 


When a leading automobile manufacturer wanted 
to cut production costs on a forged steel lever Warco 
engineers worked with them in designing and building 
a 250-ton coining press with a chain type feed to 
automatically size and straighten the levers at a 


speed of 30 finished pieces per minute. 


Front loaded, the press will size and straighten either 


left or right hand lever without change in dies or feed. 


It has reduced the production time of this part by more 


than one-half and has provided a safer, less 
fatiguing job for the operator. 


Warco is constantly working out faster, less expensive 
and safer press production methods. Why not call 
them in the next time you are in the market for 



















@ Automatic feed 


that 


boosts 


production by 
100 per cent. 








cost-cutting press equipment? 













































THE FEDERAL MACHINE & WELDER COMPANY 






WARREN, OHIO 


@ Left and right 


hand forged 
steel levers 
are sized and 
straightened 
on the same 
press without 
changing die 
or feed. 
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1. COLOR STABILITY 4. GLOSS 
2. HIGH REFLECTANCE 5. TEXTURE 
3. HIGH OPACITY 6. WORKABILITY 


With Century Vit Titanium cover coat over Century Vit 
ground coat enamel you have an unbeatable combination for 


adding beauty and durability to your appliance or other metal 

product. ERIT rom 

Century frits are time proved in production plants before they q NX Vv 
are sold to you. The titanium frits give you the six character- 

istics: color stability, high reflectance, high opacity, gloss, 4 / 

texture and workability, so important to your plant and y > 


MASTERS 








Then too — you will save money 1) in frit cost and 2) on the 
production line. 





A Century field engineer can show you how to improve your 
product and save money too if you will let us hear from 
you now. 


CENTURY VITREOUS ENAMEL COMPANY 
6641-61 S. Narragansett Ave., Chicago 338, Ill. . 
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Reo 5 


Caloric’s double-duty automatic gas disposer features a foot pedal which makes 
it easy for the homemaker to open the loading door with both hands full. A 
special feature, the Calor-A-Set dial, controls dehydration of the incinerator and 
permits the unit to be set automatically to handle exceptionally wet refuse as 
well as dry materials. The disposer is insulated with fiber glass bonded with 
aluminum foil. 














Se eee 


<n aaa = —aanane 
qo ila tna 0 i ee cna aE 
ene ne a mee 


Sepeerceneeren ee 


senna a 


























FEBRUARY « 1955 finish 









































f 


finish FEBRUARY « 1955 














what 
you 

should 
know 
about 




















preparation of range parts for 
porcelain enameling 
@eeeeeeeeeoeeeeeee 





preparing water heater shells 
for enameling 
eeceececeeeeeeeesseee 








AUTOMATIC 


q\Wast 
PARTS WASHERS 


mel 


cleaning aluminum 
and steel stampings 


Metalwash Machinery Corporation 


928 North Ave., Elizabeth 4, N. J. 
Please send literature checked below: 











0 PICKLING () PHOSPHATIZING 

(J WASHING (] FULL-LINE CATALOG 
Fe eccsccnccnsensusnvesenmnceastescsncsecesncescecccneccsoes: —- 
FIRM...... 

ADDRESS..... 

Bra ntarrcegeeerpessessinni ZONE......STATE.....--s00 





INDUSTRY 





MEETINGS 








MECHANICAL ENGINEERS 
American Society of Mechanical 

Engineers, founding anniversary 

meeting, New York City, February 16. 


KITCHEN CABINET MEETING 


Steel Kitchen Cabinet Manufac- 
turers Association, quarterly meet- 


ing, New York City, March 9. 


PEI WEST COAST MEETING 


Porcelain Enamel Institute, West 
Coast conference, Biltmore Hotel, Los 


Angeles, March 10-11. 


ASTE WEST COAST MEETING 


American Society of Tool Engi- 
neers, annual meeting and first west- 
ern industrial exposition, Shrine 
Auditorium and Exposition Hall, Los 


Angeles, March 14-18. 


METAL STAMPERS SYMPOSIUM 


Pressed Metal 
spring technical meeting, Hotel Car- 
ter, Cleveland, Ohio, March 16-18. 


Institute, annual 


WORLD PLASTICS FAIR 

World Plastics Fair & Trade Expo- 
sition, National Guard Armory, Ex- 
position Park, Los Angeles, April 6-8. 


LP-GAS CONVENTION, EXHIBIT 

Liquefied Petroleum Gas Associa- 
tion, annual convention and exhibi- 
tion, Conrad Hilton Hotel, Chicago, 
May 1-4. 


MATERIALS HANDLING SHOW 


National Materials Handling Expo- 
sition and Conference, International 
Amphitheatre, Chicago, May 16-20. 


PEI MID-YEAR CONFERENCE 


Porcelain Enamel Institute, mid- 
year division conference, Edgewater 


Beach Hotel, Chicago, May 18-20. 





BASIC MATERIALS EXPOSITION 


Annual Basic Materials Exposition, 
Convention Hall, Philadelphia, May 
31-June 3. 


CANADIAN COATINGS MEETINGS 


Chemical Institute of Canada, pro- 
tective coatings division conference, 
Royal York Hotel, Toronto, February 
24. 


AWS WELDING SHOW 


American Welding Society, annual 
welding show, Municipal Auditorium, 
Kansas City, Mo., June 8-10. 


KITCHEN CABINET MFRS. MEETING 


Steel Kitchen Cabinet Manufac- 
turers, annual meeting, The Green- 
brier, White Sulphur Springs, W. Va., 
June 2-4. 


APPLIANCE INST. MEETING 


Institute of Appliance Manufac- 
turers, annual meeting and suppliers’ 
exhibit, Netherland Plaza, Cincinnati, 
June 6-8. 


INDUSTRIAL FINISHING SHOW 


American Electroplaters’ Society, 
annual convention and industrial fin- 
ishing exposition, Public Auditorium, 


Cleveland, June 20-23. 


SUMMER FURNISHINGS MARKET 


Summer Homefurnishings Market, 


The Merchandise Mart and American 
Furniture Mart, Chicago, June 20-30. 


ASTM ANNUAL MEETING 


American Society for Testing Ma- 
terials, annual meeting, Chalfonte- 
Haddon Hall, Atlantic City, June 26- 
July 1. 
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Whatever the job... 






PERMACEL 32 
PLASTIC TAPE 

























PERMACEL 77 
MASKING TAPE 






PERMACEL lAPES 


In our complete line, there’s a self-sticking tape for every job . . . write Permacel Tape Corporation, New Brunswick, N. J. 





a (lof, Wonallonmion company 
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If it’s quality you want, you'll like 
our cold rolled sheets and strip 


@ Three major factors are your assurance of uniform, high 
quality in Youngstown cold rolled sheets and strip: (1) Our 
production equipment is modern in design and efficient in 
operation; (2) Supervisory and inspection personnel are 
thoroughly trained and long experienced; (3) Youngstown 
Steel is of finest grade, closely controlled throughout manu- 
facture from ore mine to shipping platform. 

Phone or write our nearest District Sales Office for further 
information. 


| 


Processing strip through a 
modern Cold Reduction Mill 
at our Indiana Harbor 
Works, East Chicago, Ind. 


THE YOUNGSTOWN SHEET AND TUBE COMPANY sion iio tnd Yoloy Steet 


General Offices: Youngstown, Ohio - District Sales Offices in Principal Cities 


SHEETS STRIP PLATES - STANDARD PIPE - LINE PIPE - OIL COUNTRY TUBULAR GOODS - CONDUIT 
AND EMT - MECHANICAL TUBING - COLD FINISHED BARS - HOT ROLLED BARS - BAR SHAPES - WIRE - 


HOT ROLLED RODS - COKE TIN PLATE - ELECTROLYTIC TIN PLATE 


- RAILROAD TRACK SPIKES 
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Fully automatic electronic 
production lines are as 
inevitable as atomic pow- 
er, though years may pass 





before we see either in 


full operation. 

Good illustrations of what the elec- 
| tron can do in a production capacity 
| may be found on the new, high-speed 

production line installed recently by 

General Water Heater Corporation, 

of Burbank, California. This 35-year- 

old concern has been in the business 

too long to miss a good bet when it 

approaches, and in renovating their 

production set-up, they banked heav- 
ily on the electron. 

In two installations along this new 

line, electrons are as obviously at 


work as they might be in a Century 





of Progress exhibit. In one of these 
installations, the taps for all threaded 
orifices in a water heater body are 
electronically centered before the tap 
threads bite into the metal. In an- 
other installation, utilizing a recipro- 
cating disc paint atomizer and strong 
) electrostatic field, some 120 water 
heater jackets are painted in an hour 
without enough overspray to effective- 

















ly coat the back of a dime. 
Taken as a whole, the new General 
Water Heater production line is one 
of the best integrated, straight-line 
production facilities this writer has 


This machine welds the tank head 
' and bottom in place in a single oper- 
ation. The production equipment at 
each work station is carefully bal- 
anced to line work requirements. 
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illustrated with finishfotos 


by Gilbert C. Close © WESTERN EDITOR 


seen in more than a decade of West 
Coast industrial coverage for finish 
magazine. Tributary and “feeder” 
lines which so often complicate a 
production line set-up are non-exist- 
ent in the practical sense. Re-routing 
of work, re-handling, in-process work 


accumulation, and in-plant transpor- 








































tation has been cut to a minimum. 
The entire line is infused with an 
inexorable movement toward com- 
pletion from the time raw stock is 
drawn from the storage yard until 
the water heater is finished, painted, 
crated, and a part of the permanent 
400,000 inventory of water heaters 
































i ~_ 
Use of conveyors between operations enables a single true-circle 


Following rolling, the bodies are seam-welded on this pair | Air-t 
roll to produce enough tank bodies to keep the new line busy. 





maintained to cushion market de- 
mands. 

L. Bruce Grannis, General’s exec- 
utive vice president, points out that 
concentration on a single type of 
product aided greatly in setting up 
the new straight-line production facil- 
ities. 

H. M. Scarff, vice president and 
works manager, summarizes develop- 
ment of the new line in this way: 

“We started to revamp our facil- 
ities about two years ago. We didn’t 
hurry the job. We took time to an- 
alyze each production operation, de- 
cide upon the best available method 
to accomplish it, and how it could be 
integrated with other operations along 


Tank bodies are galvanized, two at a time, in 72,000 
lb. zine tank. Conveyorized cleaning, pickling and 
fluxing precede this operation. 


; 


the line. If the production machine 
we needed wasn’t available, we de- 
signed and built one to meet our 
specific requirements. When we ran 
into a problem that seemed insolv- 
able, we burned midnight oil until 
we found the answer. 


Galvanized, glass-lined 
and copper “bodies” 


“Today, with about 200 employees 
operating on one full and one skeleton 
8-hour shift, we are turning out from 
500 to 600 water heaters a day rang- 
ing from 20 to 100 gallons in size, 
containing either a galvanized, glass- 
lined, or copper body, crated and 
ready for shipment to the customer.” 


veyor which carries them through the automatic washer visible in background 


A spur track parallels one side of 
the huge General Water Heater store- 
room with its maintained supply of 
5000 water heaters. A truck loading 
“We 


explained Lon 


dock stretches across one end. 
both 


Chaney, production manager, “but 


ship ways,” 
maintain our own truck fleet for dis- 
tribution to our outlying warehouses, 
and for local delivery.” 

Every part for the water heater, 
except the thermostats, is made in the 
company’s own shops. This includes 
even fittings, nipples, burners, boiler 
tubes, etc. All raw stock is received 
via truck and stored adjacent to the 
heavy press department. Precision 
shears trim the sheets for the bodies 


Jackets remain conveyorized until they are painted. 


Mt Mi 


automatic seam welders using submerged arc welding techniqu soap 


\ 


After shearing and piercing, jackets are rolled, box-seamed, then hung on con Reci 


jack 





yair | Air-testing tank bodies at 20 psi immediately after welding. A 
iniqu soap solution with wetting agent is used as the testing medium. 


n com Reciprocating disc-type atomizer is used to paint the 


is 
< Pai 


and jackets. A true-circle roll forms 
the bodies. Heads and bottoms are 
produced on a 300-ton press. 

the roll, 


roller conveyor to a pair of company- 


From bodies travel by 
designed, submerged arc automatic 
seam welders. The copper bodies are 
heli-are welded. Another company- 
designed machine presses both bot- 
tom and head into place in a single 
operation. 

An automatic positioner and hand 
torch are used to weld the heads and 
bottoms onto the larger tanks. Heads 
for the run of 


medium-sized tanks are automatically 


and bottoms mass 
welded in place on a company design- 


ed automatic welder. After welding, 


all bodies are air-tested at 20 psi us- 
ing a wetting agent and soap solution 
After this test, 
the sheet iron bodies are ready for 


to detect any leaks. 


galvanizing. 
The bodies are first cleaned in a 
hot alkali 


pickled for from 30 to 45 minutes in 


cleaning solution, then 
a 10% acid tank. During this oper- 
ation, they are handled by overhead 
After leaving the pickle 
tank, the bodies are automatically 


conveyor. 
fluxed, then galvanized, two at a time, 
in a 72,000 ib. galvanizing tank. 


Electronic hole tapping 


After galvanizing, the heater bodies 


go to the electronic hole tapping ma- 


After galvanizing, electronic tapping machine taps all connections 
on body in single operation. Each tap is automatically centered. 


chine. The operator of this machine 
the 


mately, then clamps it rigidly in 


positions body only approxi- 


place. The taps, not the heater body, 


are the moveable elements in this 
operation. Each tap is lead by a coni- 
cal tapering nose which literally 
“feels out” the exact center of the 
hole to be tapped, then positions the 
tap accordingly through a series of 
microswitch-controlled operations. All 
taps are centered and all holes tapped 
at one time. From the operator stand- 
point, this critical operation has been 
reduced to a simple loading and un- 


H. M. Scarff designed 


and 


loading task. 
this insofar as is 


to Page ST-9 > 


machine, 





Roomy pits along the final assembly line provide ample work space. In this 
pit section, heater tubing is cut and formed as required. Heaters travel 


a jackets. Due to the powerful electrostatic field em- 
down this conveyor on their shipping crate bases. 


ployed, overspray is practically non-existent. 




































® When General Water Heater Corp., in Bur- 
bank, Calif., switched from hand spray to Rans- 
burg No. 2 Process in painting water heater 
jackets, paint mileage increased almost 65%. 
Where General formerly got 370 square feet 
per gallon of paint, they now get over 610 per 
gallon. 

On this installation, units ranging from 20 to 
100-gallon size are painted with Ransburg No. 2 
Process reciprocating disc atomizer. Changes in 
jacket sizes can be made without stopping the 


conveyor. With the reciprocating disc atomizer, 





ELECTRO-COATING CORP. 


Indianapolis 7, Indiana 


RANSBURG NO. 2 PROCESS 





change in stroke length is made “on the fly” with- 
out shutting down production. General also paints 
smaller parts, such as heater tops, bottoms, doors 
and legs, with the Ransburg equipment. 

In addition to paint and labor savings, General 
Water Heater is getting “excellent consistency” 
and a high quality finish on their products. An- 
other on-the-job-example of the unmatched effi- 
ciencies of the Ransburg No. 2 Process of electro- 


static spray painting! 


Ransburg maintains complete laboratory facilities for test- 
painting YOUR products under simulated production condi- 
tions. Why not let us show you what Ransburg Electrostatic 
Processes can do for you in YOUR finishing department. No 
obligation. 


RANSBURG 





For further information about Electrostatic Painting Processes and complete Ransburg services, write Dept. F 
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Here’s valuable information from Du Pont on 


FINISHING ROOM AIR-CONDITIONING UNITS 


Find out more about... 





COVERAGE RATES 


BAKING SCHEDULES 


FIRST EDITION 





APPEARANCE AND PROTECTION 


Product appearance is an important consideration in 
every sale. When the product, like room air-condi- 
tioning equipment, becomes part of the home 
furnishings, attractive appearance is essential 

But, the finish does more than make the product 
attractive; it protects and prolongs the life of the 
unit, As the air inside an operating unit is humid, 
often to the point of saturation, moisture condenses 
on the inside of the cabinet and the functional parts 
For this reason, the framework, supports, and operat- 
ing parts must be thoroughly protected so rust and 
corrosion do not destroy the efficiency and finally 
ruin the machine. As ordinary finishes quickly break 
down under such continued exposure to damp air 
and condensed moisture, finishes with exceptional 
resistance to moisture are required to afford the 
needed protection. 

To these considerations, add the fact that part of 
the unit must withstand outdoor exposure for years. 
Most manufacturers wisely insist on a finish which 
will protect the metal for five years under such 
exterior exposures, even though homeowners usually 
paint the section of the cabinet which is outside the 
house before five years have passed. The longer 
service of units which have been properly protected 
with an adequate finish creates the customer good- 
will that builds a sustained demand for the product 

‘The manufacturer must also resolve the many 
practical problems of finishing. It would seem, for 
exarnple, that the cabinet, or outside shell, would be 
a simple thing to finish; but this is not the case. 
Resides the fact that part of the cabinet must with- 
stand outdoor exposure for years, the very con- 
struction of the unit itecif creates finishing problems. 
Sharp edges, welded joints, louvers, corners, etc. 
make it difficult to apply falehing materials in an 

broken film of adeq' h over the entire 








unit. Yet, such a film is necessary to resist moisture 
and corrosion. 

The many problems likely to be met in applying 
finishes to room air conditioners are briefly outlined 
in this bulletin. It is besed on the experience gained in 
helping desi: and finishing 
foremen in the air-conditioning industry solve their 
finishing problems. We hope this report will help you oe 
produce beautiful, marketable units which are ther-” 
oughly and completely protected to givgatime of 
service. mam. 

a 
METAL PREPARATION ~ 
@. Cleaning 
All parts to be finished must be absolutely clean, 
free from dirt, oil, rust, corrosion, grease, peers 
deposits, and adhering scale. If the metal is in good 

dit a vapor di o alkali cleaning opere- 
tion will usually be adi before p hate treat- 
ing. Once the metel is clean, it is important to avoid 
handling without the use of clean, cotton gloves. 

b. Phosphating -- 

Hot-rolled, cold-rolled, and zine-coated steel are used -, < ~ 


METAL 


PREPARATION 

















of their units. To provide maximum ity with 
code af tase Stats «.tpegber chara 
finishing is emential, a 

PRIMING — ~~ 

The . UD h id jing room 








exposure to moisture. 


necessary, too, thet the primer film be thick enough 
to provide adequate protection against moisture for 
long periods of time. 





“Dulux” is the registered trade-mark of BE. 1. du hath meee as + = Pape . for their athyd var- 


nishes and enamels, and for the primers, underouaters, and 


QU POND 


BETTER THINGS FOR BETTER LIVING 


+++ THROUGH CHEMISTRY 


INDUSTRIAL FINISHES | %— rm 


formulated for use with thee products. 


MAIL THIS COUPON TODAY FOR 
YOouR FREE copy 





E. I. .: Font de Nemours & Co. (Inc. 


), Finishes Divisi 
, Dept. F-25 Wilmington 98, Delaware. _— 


Gentlemen: 
Please send me, 


free of char 
ge, your new bulletin on . 
ing room air- conditioning units. Gnish 





Firm 





Paints, Varnishes, Lacquers, Enamels 7 _ 


and Specialized Adhesives 
Chemically engineered to do the job better 
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The outlook in the gas appliance field 


utilities expect to add 1,200,000 new home heating customers in each of next 3 years 


by Edward R. Martin 


HE following are some of the 
factors contributing to favorable 
outlook for the gas industry. 

At the end of 1954, the gas indus- 
try served a total of 33,156,200 resi- 
dential customers. Of this total, 25,- 
806,200 were served by gas utilities 
and 7,350,000 served by the LP-Gas 
Industry. The growth of the resi- 
dential phase of the gas industry is 
evidenced in the accompanying table: 


Gas utility and pipeline construc- 
tion expenditures are estimated at 
more than $1,100,000,000 during the 
coming year. 

The gas utility industry expects to 
add about 1,200,000 new houses heat- 
ing customers in each of the next 
three years. In order to meet this, 
and other expanding markets, the gas 
industry spent some $50,000,000 in 


1954 to develop underground storage 








Residential Customers 


1954 1953 1941 1953 1941 
Utility Gas 25,806,200 25,120,000 17,501,000 42.7 + 47.5 
LP Gas 7,350,000 7,000,000 1,645,000 +5.0 +3468 
TOTAL 33,156,200 32,120,000 19,146,000 +32 + 73.2 


% change 1954 over 








Today, a network of some 463,000 
miles of transmission, distribution 
and gathering pipelines are required 
to bring gas service to the homes and 
industries of the nation. In 1954 
alone, 17,500 miles of new pipelines 
were added to the gas industry’s con- 
tinually growing systems. 

This rate of expansion is backed 
by an increasing proved and recover- 
able supply of natural gas. The rate 
of discovery continues to exceed the 
rate of production. At the start of 
1954, natural gas reserves amounted 
to 211.4 trillion cubic feet, a net in- 
crease of 11.7 trillion cubic feet over 
the previous year. This increase was 
established despite the record pro- 
duction of 9.2 trillion cubic feet dur- 
ing 1953. 

Since December of 1945 through 
July 1 of 1954, and including those 
projects pending authorization by the 
Federal Power Commission on Jan- 
uary 1, 1954, natural gas transmis- 
sion construction expenditures ex- 
ceeded 4% billion dollars. 
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fields. It is expected that a similar 
amount will be spent for the same 
purpose during 1955. 

The industry, while confident of 
continued progress during the com- 
ing year, will not rest on its laurels 
and content itself with the normal 
gains of expanding markets. The in- 
dustry, in all its phases, is competi- 
tive. It is fully aware that progress 
must be measured against its own 
adequacy and willingness to do com- 
petitive battle. 

The gas industry has always been 
well fortified with industry-wide sales 
promotion and advertising programs. 


The year ahead will be no exception. 


Position of gas appliance 
and equipment manufacturers 
Generally speaking, gas appliance 
and equipment manufacturers antici- 
pate comparative 1955 volumes which 
are in tune with the forecasts for 
industry as a whole. For example, 
the consensus is that 1955 volume 

will exceed 1954 volumes. 


DIRECTOR OF MARKETING AND STATISTICS, GAS APPLIANCE 
MANUFACTURERS ASSOCIATION, NEW YORK CITY 





Estimated Volume 
1955/1954 
Domestic gas ranges +5.6% 
Automatic gas water heaters +1.9% 


Gas-fired warm air furnaces +8.0% 
Gas-fired boilers +4.3% 
Gas-fired conversion burners +2.6% 











These percentages could be mate- 
rially increased if all individual man- 
ufacturers perform up to expecta- 
tions. 

Other gas appliances, such as 
clothes dryers, incinerators, hotel and 
restaurant cooking equipment and 
gas-fired unit heaters look for even 
more substantial increases in sales 
volumes. 

Manufacturers of gas-fired vented 
recessed wall heaters, and direct heat- 
ing equipment expect approximately 
the same sales volumes in 1955 as in 
1954. Gas-fired floor furnace manu- 
facturers anticipate their industry 
volumes to fall below last year. 

There are many significant indica- 
tions. Domestic gas ranges, since ac- 
complishing a peak sales year in 
1950, have found sales falling into a 
declining pattern. The consensus is 
that this trend will be reversed dur- 
ing the coming year. 

Automatic gas water heater sales 
are expected to come close to the 
previous annual sales record set in 
1950. 

In the gas-fired central heating 
field, gas-fired warm air furnace 
sales established a new peak in 1954 
and anticipate going on to higher 
planes in 1955. 


Conclusion 


The increased sales of gas appli- 
ances and equipment manufacturers 
to Page 132—> 
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The outlook for electrical appliances 





electrical industry has second best year in history—look to new high level in 1955 


ty Wh t Cfarraddl + anacinc DIRECTOR, AND ef, 4 -Nesdé « ceer statistician, 


NATIONAL ELECTRICAL MANUFACTURERS ASSOCIATION, NEW YORK CITY 


AST year’s predictions for ex- 

4 cellent business conditions in the 
electrical manufacturing industry 
(see February, 1954, finish p. 34) 
in 1954 have been realized. The in- 
dustry shipments amounted to $15.6 
billion, which was only 5% below 
the 1953 peak volume of $16.4 bil- 
lion, and which represented the sec- 
ond best year in volume of shipments 
in the entire history of the industry. 

Looking ahead to 1955, the in- 
dustry expects to increase its ship- 
ments by 5% over 1954, which would 
bring sales back to the all-time high 
level of 1953 with a possibility that 
a new high level will be established. 
These expectations are based princi- 
pally upon the increases expected in 
residential, commercial, and _ public 
and institutional construction, and 
also upon a continued high level of 
consumer earnings and consumer 
expenditures. 

As was expected, most of the 
branches of the electrical manufac- 
turing industry fell off in sales vol- 
ume in 1954 from the very high 
levels of 1953. Electric appliances, 
industrial apparatus, and electrical 
insulating materials were all off 
10%; while electrical building equip- 
ment and supplies dropped 8%; and 
insulated wire and cable dropped 
5%. On the other hand, illuminating 
equipment showed a slight increase 
of 1%; generating, transmission and 
distribution equipment showed an 
increase of 3%; and signalling and 
communication equipment showed a 
sizeable increase of 10% over 1953. 

The performance of the Electrical 
Manufacturing Industry paralleled 
the performance of business in gen- 
eral which, in 1954, saw industrial 
production, according to the Federal 
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Reserve Board Index, decrease about 
nine points, or 7%, from the 1953 
average. 

Looking ahead to the coming year, 
the down-trends of 1954 are expected 
to be reversed for all branches of 
the electrical manufacturing industry 
with the exception of generating, 
transmission and distribution equip- 
ment, which is expected to fall off 


5%. 


The appliances picture 

Electric appliances in 1955 are 
expected to recuperate much of the 
loss suffered in 1954. An increase of 





Estimated Sales 1955 
Electrical Appliances 


3,500,000 Refrigerators 

1,000,000 Freezers 

1,250,000 Ranges 

800,000 Water Heaters 
1,000,000 Room Air Conditioners 
2,500,000 Automatic Washers 











approximately 6% overall is expected 
in 1955. In particular, such new ap- 
pliances — comparatively speaking 

as dishwashers, food waste dis- 
posers, automatic clothes washers, 
clothes dryers, dehumidifiers, and 
custom-built ranges, are expected to 
show sharp increases. 

The basis for the expectations in 
shipments of electric appliances (see 
box listing) lies in the fact that a 
13% increase is expected in the con- 
struction of new dwelling units, and 
a continued increase is expected in 
new family formations. In addition, 
with consumer incomes at continued 
high levels, a high replacement mar- 
ket is expected with new and up-to- 
date appliances taking the place of 
outdated units. 

Although electric appliances as a 


group experienced a downward turn 
of 10% during the year 1954, the 
sales of a number of individual ap- 
pliances were markedly higher than 
the previous year. 

The greatest gains were shown by 
sales of Electric Fans (25%), Dish- 
washers (25%), and Room Air Con- 
(18%). 
creases were also shown for Electric 
Clothes Dryers (15%), and Food 
Waste Disposers (10%). Washing 
Machines and Commercial Cooking 


ditioners Substantial in- 


Equipment increased about 5%. In 
general, the newer appliances on the 
market appeared to have made the 
most gains during 1954, with the ex- 
ception of sales of Farm and Home 
Freezers, which decreased 25%. The 
older 
ranging from 5% to 44%. Ironing 


products suffered decreases 
machines suffered the most drastic 
reduction of 44% and were followed 
by sales of Electric Housewares 
(-15%), Refrigerators (—10%), 
Electric Ranges (—5%), and Vacuum 
Cleaners (—5%). . 


Appliance forecast for 1955 


It is expected that for the coming 
year of 1955 most of this loss will be 
regained, with an overall increase of 
approximately 6%. 

The estimated total shipments of 
the major appliances will increase in 
1955 anywhere from 5% to 20% 
with Food Waste 
Dishwashers expected to show a 20% 


Disposers and 


increase, while Commercial Cooking 


Equipment and Farm and Home 
Freezers show a 10% increase, and 
Dehumidifiers, Electric Housewares, 
Electric Ranges, Electric Household 
Electric Water 
Heaters show a gain of 5%. 


to Page 132 —> 
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Power Spray Sheet Washers | 
Compactly Designed By P-D To Speedily 
Wash Sheet Steel After Polishing 


Here is a floor-space saving Sheet Washer, built to wash sheet steel after polish- 
ing. A comparative “shorty” in length, it handles sheets at high speeds—operat- 
ing efficiently at a 75 foot per minute gait. P-D equips this Power Spray Sheet 
Washer with a powered roller conveyor, a powered brush, and a high pressure 
blow-off. Its compactness saves many important square feet of plant space. 





Whatever your problems are for washing products during your manufacturing 
processes, count on PETERS-DALTON for the correct solution. For more than a 
quarter century P-D experts have proved their designing and engineering skill. 
Washers of all sizes, types, and required uses can be developed to meet your 
needs—whether from a single unit or to a complete installation—depend on P-D 
to give the services and production you have the right to expect. Just Write, Wire 
or Phone. 


Ask for our new Power Spray Washer Tech. Bulletin No. 301 


BD Hydro Whirl Paint Sproy Booths 
B® industrial Washing Equipment 
Drying and Baking Ovens 

B® Hydro-Whirl Dust Collecting Systems 
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DOW CORNING 
CORPORATION 


silicone News 


FOR DESIGN ENGINEERS 












Silicone Grease Saves Money; In- 
creases Life of Alloy-to-Plastic 
Gears in Precision Gearmotor 


Using the best organic lubricants, maxi- 
mum life of the gear set in a test model 
of a new precision gearmotor designed by 
Lee Engineering Company of Milwaukee, 
was only 100 hours. Temperature at 
point of contact between the nickel alloy 
worm and phenolic gears was so high that 
organic lubricants were rapidly separated 
and thrown out, even though the gearbox 
was fully packed. 





Before major alterations in design were 
undertaken, Lee engineers tried Dow 
Corning 33 Grease, light consistency. A 
first trial run of 1200 hours showed no 
appreciable gear wear. Further tests proved 
that a basically sound design had been 
made practical by a stable lubricant. 


With only enough Dow Corning 33 to fill 
the teeth required to give long service, Lee 
engineers found that even the initial cost 
of the silicone grease was less than that 
of a gear box-full of the organic grease 
previously tried. 


Now in commercial production, these sili- 
cone lubricated precision gearmotors are 
put to many uses. For example, the % hp 
unit shown here with a 40 to 1 gear ratio 
and a speed range of 10 to 200 rpm on 
the phenolic gear, is used to feed wire in 
an automatic welding machine. No. 24 





New 1955 Reference Guide to Dow Corning 
silicone products gives in 8 pages a brief but 
comprehensive summary of the properties and 
applications for the silicone products that are 
most widely used. Products are indexed by type 
of application. With increasing effort devoted to 
product improvement and cost reduction, such a 
reference guide to this remarkably stable group 
of engineering materials becomes increasingly 
Important to design engineers. No. 25 


ATLANTA * CHICAGO «+ CLEVELAND ° 


Canada: Dow Corning Silicones Ltd., 
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RF Transformers Impregnated with 
Silicone Fluid Exceed Humidity Specs 


The RF transformers in radio compasses 
made by LearCal Division of Lear, Incor- 
porated, passed Ordnance tests for moisture 
resistance and extreme thermal shock. 
Lear felt, however, that for permanent 
protection, the transformers should be 
potted to come as close to forming a 
true hermetic seal as possible. 


After potting with mica-filled epoxy resins, 
the transformers are, therefore, vacuum 
impregnated with Dow Corning 200 Fluid. 
Silicone treated transformers easily pass 
the humidity tests of SC-D-1594 and 
MIL-E-5400. They may be immersed in 
water for 30 minutes with no change in 
electrical properties. No. 26 





Westinghouse Seals New Switches 


With Silastic for Sub-zero Service 
Sealed, top and bottom, with Silastic 
gaskets, the new Westinghouse gas-filled, 
load interrupter switches remain operable 
at temperatures as low as —65 F. Organic 
rubber seals were originally tried, but 
sub-zero weather caused the seals to 
harden and shrink, allowing the sulfur 
hexafluoride gas to escape. 


On testing, Wes- 
tinghouse engineers 
found that Silastic 
gaskets easily passed 
all pressure, vacuum, 
and temperature re- 
quirements, and were 
not affected by the 
gas. The Silastic gas- 
kets provide such a 
tight seal that Westinghouse expects the 
units to hold gas pressures of 30 psi indef- 








DALLAS ° 


initely without recharging. No. 27 


Toronto; 

























Silicone Aluminum Paint Protects 
Jet Engine Combustion Chambers 


The materials used in many of the 
combustion chambers and burner supports 
manufactured for J-35 jet engines by Solar 
Aircraft of Des Moines, must remain 
unaffected by abnormally high tempera- 
tures. Aluminum clad steel solves the 
problem satisfactorily with exception of 
various fusion welds. These must be re- 
coated with aluminum or a noncorrosive 
coating that will withstand up to 800 F. 


Solar engineers have the answer to that 
problem, too. They simply spray or dip 
the welded part with two coats of Sicon, 
an aluminum paint formulated with Dow 
Corning silicone resins by Midland Indus- 
trial Finishes. 


After a one hour bake at 400 F, the 
silicone based coating provides the required 


protection. According to Solar, this is one 
of the most satisfactory paints for use on 
jet engine parts. No. 28 


Design Edition 6 
DOW CORNING CORPORATION - Dept. 5302 
Midland, Michigan 


Please send me more data on numbers: 
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NCREASED sales of home laundry 
appliances during 1955 are pre- 
dicted by most members of the 
American Home Laundry Manufac- 
turers’ Association, W. Homer Reeve, 
AHLMA president, reported at the 
association’s annual meeting, January 
7, at the Morrison Hotel, in Chicago. 

Final figures on 1954 factory sales 
of household washers, dryers and 
ironers will show that the industry 
will top the 1953 mark of 4,311,330 
units, which in turn was 8 per cent 
ahead of 3,991,408 units in 1952, 
stated Reeve. 


$30,000,000 expansion 


The survey of the home laundry 
manufacturers also indicated that 
practically all companies were plan- 
ning plant and equipment improve- 
ments during this year. Reeve stated 
that AHLMA members’ investment 
in plant expansion and improvements 


in 1954-55 will come close to 
$30,000,000. 


Reeve, who is also president of 





Home laundry industry 
looks to increased sales 


industry sales for 1954 at the billion dollar mark 





Easy Washing Machine Corp., was 
reelected to head AHLMA during 
1955. All other officers were re- 
elected. 

Directors elected in accordance 
with a new arrangement whereby the 
automatic and conventional washer 
representation are merged and two 
directors-at-large are added, will in- 
clude the following: 

Washer division: J. J. Anderson, 
manager, home laundry equipment 
division, Westinghouse Electric 
Corp., Mansfield, Ohio; V. F. Peter- 
son, manager, automatic washer de- 
Division, Borg- 
Warner Corp., Chicago. 

Dryer division: R. G. Halvorsen, 
vice president, Hamilton Manufac- 
turing Co., Two Rivers, Wis.; E. J. 


partment, Norge 


Sorensen, home laundry division, 
Hotpoint Company, Chicago. 

Ironer division: Joseph Groshans, 
general sales manager, ironer divi- 
sion, Speed Queen Corp., Algonquin, 
lil.; B. J. Hank, president, Conlon- 
Moore Corp., Chicago. 


On behalf of the 
membership of 
AHLMA, W. Hom- 
er Reeve (right), 
president, presents 
an honorary mem- 
bership to P. Ed- 
uard Geldhof, who 
recently retired as 
Whirlpool’s vice 
president of 
engineering. 
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Directors-at-large: George P. Cast- 
ner, general manager, Beam Manu- 
facturing Co., Webster City, Lowa; 
Roy A. Bradt, vice president, The 
Maytag Company, Newton, Iowa. 


A billion dollar industry 


Manufacturing home laundry 
equipment has undergone “a dra- 
matic transition within a few years 
from being a relatively small, closely- 
knit personal operation, in which a 
few men who knew each other well 
met and worked out their problems 
among themselves, to the status of a 
billion dollar industry,” asserted 
Guenther Baumgart, AHLMA’s new 
executive director. 

“Consider that the annual rate of 
home laundry appliance sales is 
approaching the 5,000,000 unit mark. 
Today’s figure, of course, is much 
further along the line toward com- 
plete nationwide household laundry 
automation than was the sales volume 
of less than a decade ago, in the 
eight postwar years, as a matter of 
fact. 

“The sales figure, furthermore, has 
grown from about $100,000,000, 
consumer prices, in 1940, to an esti- 
mated $1,000,000,000 in the year 
just closed.” 

As further evidence of the strides 
taken by the home laundry equip- 
ment industry in relatively few years, 
Baumgart pointed out that the asso- 
ciation, which numbers 28 manufac- 
turers producing virtually all the 
home laundry appliances sold in the 
United States and an associate mem- 
bership of about 60 suppliers to the 
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industry, has 18 major committees 
and between 400 and 500 executives 


active in its organization affairs. 


AHLMA statistical service 


The statistical service of AHLMA 
is being used to forecast appliance 
movement at the factory, distributor 
and retail levels and for measuring 
company competitive position at the 
factory and distributor points and 
in individual trade stated 


Westfall, 


AHLMA’s market research committee. 


areas, 
George W. chairman of 


Production and sales data com- 
piled by the association also are used 
in determining compensation, setting 
budgets, fixing distribution areas, 
measuring sales volume by type of 
outlet and by town size and measur- 
ing volume by model classification 
according to price groupings, ac- 
cording to Westfall, who is manager 
of distribution planning for Hotpoint 
Company, Chicago. 

The practicability of reporting 


distributor sales to dealers on a 


county basis more frequently than 
once a year is being studied by a 
sub-committee of the market research 
group, reported Westfall. 


Plan new method of evaluating 
field performance 


New methods for evaluating the 
field performance of home laundering 
appliances and development of a 
basic training course in the funda- 
mentals of automatic washer servic- 
ing are in the works for 1955 plan- 
AHLMA parts and 
reported J. H. 
chairman, who is also man- 


ning for the 
service committee, 


Miller, 
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ager of product service department, 
General Electric Co., Louisville, Ky. 
field test 
would be 


Under the proposed 


procedure, each member 
invited to make a confidential semi- 
annual report, expressed on a stand- 
ard basis, of the field performance 
of his products. After summariza- 
tion of the data, the high, low and 
average performance ratings for the 
industry-at-large would be reported 
back to each participating manufac- 
turer for comparison by him with the 
ratings of his own washers, dryers 
and ironers. 

Miller reported that the training 
course would be designed for use by 
distributors, dealers and vocational 
schools. “There is considerable justi- 
fication for the belief that there is an 
acute shortage of active and poten- 
tial servicement with knowledge of 
the servicing of automatic washers,” 
said Miller. “Consequently, this pro- 
posal offers the possibility of filling 
a great need in our industry.” 


Propose new UL standards 


Proposed new Underwriters’ Lab- 
oratories standards for household 
washers, a supplement to the U.L. 
standards to cover the specific sub- 
ject of clothes dryers, and study by 
a special sub-committee of revision 
of the industry test procedure for 
evaluating household washer per- 
formance, were announced by E. O. 
Morton, head of AHLMA’s engineer- 
ing and research committee. 

“With 
acceptance of today’s home laundry 


U.L. 


the extraordinary public 


equipment, nevertheless has 





been able, in little more than a year, 
and despite its being swamped with 
consequent testing work, to submit 
a proposed new standard for washers 
and a proposed supplement for dry- 
ers, as well as a revised standard for 
ironers,” said Morton, who is man- 
ager of laundry equipment engineer- 
ing, Westinghouse Electric 


Mansfield, Ohio. 


Corp., 


Traffic committee report 


Traffic managers of home laundry 
firms are in a constant campaign to 
keep transportation charges at the 
lowest possible figure for the benefit 
dealers 


of producers, distributors, 


and consumers alike, stated R. F. 


Carr, AHLMA traffic committee 
chairman, and traffic manager of 


Frigidaire Division, General Motors 

Corp., Dayton, Ohio. 
The association’s traffic committee, 
said Carr, has been*able in many 
to Page 138 -—> 


1955 AHLMA Officers 


President: W. Homer Reeve, presi- 
dent, Easy Washing Machine 
Corp., Syracuse, New York. 

Ist Vice Pres.: Elisha Gray II, presi- 
dent, Whirlpool Corporation, St. 
Joseph, Michigan. 

2nd Vice Pres.: Frank Breckenridge, 
president, Automatic Washer Co., 
Newton, Iowa. 

3rd Vice Pres.: James H. Goss, gen- 
eral manager, home laundry equip- 
ment, General Electric Co., Louis- 
ville, Kentucky. 

Treasurer: Howell G. Evans, senior 
vice president, Hamilton Manufac- 
turing Co., Two Rivers, Wisconsin. 
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Rejects too high .. . or some other trouble . . . could 
cause many “explanations” at many plants. A lot of 
folks could point fingers at OTHER people and say 
...- NOT MY FAULT. 

Not here at Ing-Rich where we both produce the 
frit and use it in our large job porcelain enameling 
plant... you just can’t get away with that pointing 


finger at Ing-Rich. You have to prove your case. 


Plant Tested FRIT... is the Answer 


Here we have a team .. . ceramic engineers in our labo- 
ratories ... production experts in our own large job 
enameling plant... and they just can’t afford to kid 
each other because they have to live together, day in 


and day out. 


You can cut rejects... get better enameling results 


> 


because of this team work ... when you use 








INGRAM-RICHARDSON, INC. oFFices, LABORATORY AND PLANT, FRANKFORT, INDIANA 
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appliances in “consumer- 
ference” colors and with 





new designs were displayed 
dance at the 1955 winter 
held in Chicago, January 









ily a few of the larger man- 
s seem to have delayed their 
o the color field. 

ally all range producers 


















ectional cooking equipment 
in, drop-in, and/or drop-on 
and surface units. 

w developments noted in- 
al Electric’s introduction 
ryer combination, Cal- 
the automatic washer 
American’s re-entry 






appliance retail 
t-in and drop-on 
its. Globe also 






displayed a new 
water softener. 





Avco executive sees appli 
industry sales up 3 to 

At the annual appliance press con- 
ference at The Merchandise Mart, 
Parker H. Ericksen, executive vice 
president of Crosley and Bendix di- 
visions of Avco Mfg. Corp., predicted 
that “overall, sales of most major 
appliances should be up from 3 to 
30% in 1955 over 1954, with room 
air conditioners and clothes dryers 
leading the way.” 

Ericksen stated that preliminary 
industry estimates indicate an in- 
crease of about 1,000,000 in total 
unit sales over the 11,430,000 “nine 
major appliances’ sold in 1954. 
(The nine appliances mentioned by 
Ericksen are refrigerators, freezers, 
ranges, water heaters, automatic 
washers, disposers, dryers, air condi- 
tioners and dishwashers.) 
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ances as 

“It is difficult 
sold, a new  promotio 
such as Operation Snowflake,” s 
Myers, who added that “early reports 
indicate that in some areas of the 
country little change was noted in 
appliance sales. In other sections, 
where the fire caught on and there 
was enthusiastic local support, such 
as in Los Angeles, dealers reported 
sales up from 5% to 30%, and have 
said that the national campaign 
helped tremendously.” 

Gratified with the net results, 
Myers reported that U. S. Steel is 
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planning two similar campaigns — 
“Operation Wifesaver” in April and 
May, and “Operation Raindrop” in 




















from 5 
55. Hotpoint expects 

15%. Our ranges, and particularly 
our custom line, are hot items.” — 
John M. McDaniel, vice president, 
marketing. 


Caloric — “Sales of Caloric appli- 
ances during °54 ran ahead of °53 
sales. For ’55 we have increased our 
production facilities by 20%. We 
have a complete new line of gas 
ranges — not an interchangeable part 
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Hotpoint displayed “Tomorrow’s Kitchen—Today” as the opening feature of 
the company’s golden anniversary celebration during 1955. 





Thor’s automatic washers feature tops inf Calo 


two colors—sea foam green or desert sand.\ gu 


with last year’s models — and all 
electrical connections are accessible 
through front. Lighting for the glass 
backguard panel is available in four 
colors — frosty blue, minty green, 
rosy pink and cool white. 

“For our built-in range line, the 
oven door panel and broiler door 
panels come in yellow, pastel blue, 
green and black & white. Both sur- 
face units and fronts are plated (cop- 
per, nickel and chrome), either pol- 
ished or satin.” — Nathan R. Klein, 
chairman, and Julius Klein, presi- 
dent. 


Roper — “In 1954 we ran about 
even with 1953, dollar-wise. For this 
year we are expecting to be about 15- 
20% above last year. Our built-in 
line is expected to go very well this 
year. Currently we are offering 
ranges in two colors — green and yel- 
low.’ —E. Carl Sorby, vice president. 


General Electric — “The industry 
in general will be up about 5% this 
year, and major appliance business 
for G-E will be up 8-10% over 1954, 
which was up 3% over 1953. 

“Our entry into the color field this 
year (with 6 mix-or-match colors for 
our major appliances) was prompted 
by results of a recent G-E survey 
which showed that the desire for col- 
or in appliances has gone up in the 
past four years from 5% to over 
50%. 

“To our line this year we have 
added several new products, includ- 
ing a washer-dryer combination, cus- 
tom-built ranges, and a wall-type re- 
frigerator-freezer.”” — J. F. McBride, 
mgr., range & water heater dept. 


American Motors — “After three 
weeks of showing and discussing col- 
or with dealers, it is our estimate that 
we will sell double the amount of 


colored appliances that we forecast 
six weeks ago. Reaction of women 
who have seen our color line is that 
we have chosen the right colors.” - 
D. A. Packard, general sales man- 
ager, Kelvinator division. 


“Our sales in ’54 were well ahead 
of °53, with every month since June 
showing a sharp increase. Every 
product in our line is expected to 
have sales increases this year. We 
completely retooled for our new lines 
starting in August.” — Walter Jeff- 
rey, manager of sales and product 
planning, Kelvinator division. 


Westinghouse — “Estimated sales 
for our entire appliance line ran 
about 3-5% ahead of 53 during °54. 
We expect our appliance sales to in- 
crease about 10% this year over last. 
The reaction of our dealers has been 
particularly good toward our range 


Frigidaire’s built-in cooking equipment features a surface cooking 
section which folds into back panel, and wall oven with twin doors. 


Revco’s “dinette freezer” consists of a 5.5 cu. ft.) Ger 
freezer with a 42” x 42” table mounted on it. equ 








»s infCaloric’s gas ranges feature a newly-styled back- 
guard lighted in a variety of decorator colors. 
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line, particularly for large ovens and 
our large built-in-oven. We are not 
offering color on appliance exteriors, 
but will go to it when the demand 
calls for it.” — J. H. Ashbaugh, vice 


president. 


Automatic Washer — “Our wash- 
er sales in 1954 were up 260% over 
sales in the previous year. For 1955 
we expect sales to be over last year 
by an appreciable per cent. We have 
had wonderful interest at the market, 
along with good buying.” —D. A. 
Rizor, vice president - sales. 


Tennessee Stove — “We have had 
much favorable comment on our new 
Dial-a-temp Modern Maid ranges 
which permits the housewife to turn 
a dial on the back panel of the range 
for finding the proper cooking time 
of various kinds of foods. Regard- 


General Electric’s kitchen center combines a washer-dryer, disposal- 
equipped sink, dishwasher, and an electric range in one compact unit. 
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Kelvinator’s new “Foodarama” combines an upright freezer and 


a moist-cold refrigerator side by side in a single cabinet. 


ing color, we just introduced a range 
with color only on the cooking top, 
and this has brought more favorable 
comment than our full-color models 


received”. —L. H. Caldwell, Jr. 


Globe American—“Our new Rain- 
O-Matic water softener, styled to cor- 
respond with today’s modern home 
appliances, seems to have caught the 
attention of market visitors. Besides 
its attractive design, it automatically 
regenerates itself. 

“Distributors have also expressed 
a keen interest in our newly-introduc- 
ed flexible line of built-in ovens and 
surface units and set-on cabinet ovens 
and surface units — for both new and 
remodeled kitchens.” J. R. Comer, 
vice president. 


Detroit-Michigan “Our overall 
sales and production were about the 
same in °54 as 53. For °55, however, 
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we are out after a minimum 20% 
increase. 

“Our color sales in °54 were be- 
yond expectations, and we expect 
color sales to continue up. We will 
feature ranges in island green and 
Sahara gold — same as last year.” — 
Paul Inskeep, director of sales. 


Florence Stove — “We are antici- 
pating a nice increase in sales in ’55. 
Our top gas range features a thermo- 
statically controlled top burner which 
we believe is the greatest improve- 
ment in gas stoves since the advent 
of the thermostatic oven control back 
in 1913. 

“More and more attention is going 
to color in appliances. In addition to 
white, we are showing ranges in three 
colors. Our newest color, copper por- 
celain enamel, has had much favor- 
able comment.” — Robert H. Taylor, 
president. to Page 13 —> 


Roper’s 40-inch range features a new “Insta-Lite” 
automatic ignition for top burners, oven and broiler. 





















Mahon Automatic Di 


Machine at Color-Craoft, Inc. 


SYSTEMS 


... for ENAMELS ¢ LACQUER PAINT * VARNISH 


General view of the Complete Mahon Finishing System at Color-Croft, Inc. 
Facilities include Six-Stage Metal Cleaning and Rust Proofing Equipment, 


COLOR-CRAFT, Inc. Chooses MAHON EQUIPMENT 
for High-Quality CONTRACT PAINTING OPERATIONS! 


When the Color-Craft organization in Detroit decided to go into the contract 
painting business, the two most convincing points in selling this painting service to 
manufacturers were Color-Craft's know-how, backed by over twenty-five years 
of experience, and new, modern processing and coating equipment and other 
facilities capable of producing at minimum cost the fine finishes demanded in 
today's highly competitive market. Color-Craft turned to Mahon for the type of 
equipment deemed necessary for a successful and profitable operation. Mahon 
plafined, engineered, built and installed a complete finishing system flexible in 
its cleaning and pre-paint processing of metals and capable of handling the 
wide variety of shapes and sizes in parts and products encountered in this type 
of finishing operation. The choice of Mahon Equipment was not only a wise deci- 
sion, but a logical one in this case, because more automobiles and more home 
appliances are finished in Complete Mahon Finishing Systems than all other 
types combined—an indisputable tribute to Mahon’s performance in this highly 
specialized field. If you are contemplating new finishing equipment, you, like 
thousands of other quality-minded manufacturers, will find that Mahon engineers 
are better qualified to advise you on both methods and equipment requirements 
... and better qualified to do the all-important planning, coordinating and engi- 
neering of equipment—which is the key to fine finishes at minimum cost. You will 
find also, that Mahon equipment is built better for more economical operation over 
a longer period of time. Mahon will furnish your complete system on one contract 
. . . undivided responsibility for the entire job: safeguards you against complica- 
tions which may upset your production plans and subsequent schedules. See 
Sweet's Plant Engineering File for information, or write for Mahon Catalog A-655. 


HOME OFFICE and PLANT, Detroit 34, Mich. +. WESTERN SALES DIVISION, Chicago 4, Ill. 
Engineers and Manufacturers of Complete Finishing Systems—including Metal Cleaning, Pickling, and Rust 
Proofing Equipment, Hydro-Filter Spray Booths, Dip and Flow Coaters, Filtered Air Supply Systems 
and Drying and Baking Ovens, Cooling Tunnels, Heat Treating and Quenching Equipment for 
Aluminum and Magnesium, and other Units of Special Production Equipment. 
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This is why high density Mill 
Linings have longer service life... 


Double size shell brick 


Precision made brick make fewer joints, 
allow lining to be laid up tag) a to a 
easily, quickly with ess contamination, 


fe a longer life, faster 
gpa Fagan hoes ’ installation. Standard 


ini ; brick 6” long by 4” 
lining life and less : : 
batch contamination. wide, tapered sides. 





ee Lifter bars increase 
12” diameter ball action— 
center is bullseye thereby reducing 
_to accurately ‘a rm & grinding time. 
judge media and at Pats. ee Furnished in 114” 


batch level. thick liners, only. 





Radial head brick are 
twice the size of 
conventional brick, 
tapered for accurate 
fit, easier to install, 
leaving no voids to fill 
with mortar. 


The high strength, 
wear resistant Coors 
Alumina. Ceramic coors 
permits the use m PORCELAIN 
of 14” and 2” thick ie ? COMPANY 
linings—thereby ty #7 _</o LZP Industrial 
° ° , Ceramics, 
increasing useable 2500 West 7th Ave., 
mill volume. Denver 4, Colo. 


Please send me 
additional information 
on COORS High Density 


 s + ) fe) aR S Ce eo a | é L A 1 ee Linings and Grinding Media. 
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Have you tried Inconel® for hanger 
rods? 


For long run economy in this service, 
you can depend upon Inconel. 


Within standard enameling temper- 
ature ranges (1475 to 1550°F.) and 
on up to the range where high tem- 
perature ceramic coatings are applied 
(1850°F. approximately), Inconel de- 
livers excellent heat and corrosion re- 
sistance. It resists oxidizing and other 
corrosive conditions common in enam- 
eling operations. 


At those temperature levels, Inconel 
retains high creep strength. Even after 
years of continuous operation, Inconel 
rods of proper design show no stretch. 


A change to wrought, light-weight 


Mtn, Nickel Alloys 


| n CO 1 e \ ... for long life at high temperatures 
38 





| Out they come 


Year after Year on 
Inconel HYanger Rods 


Inconel rods can mean lower fuel costs, 
too. For with less dead weight in the 
furnace, it takes less fuel to get to heat 
and stay there. 


What’s true of Inconel for drop rods, 
is equally true for burning tools and 
furnace parts. 


So if heat and corrosion are creating 
problems with items of this type, see 
what Inconel can do. You can get more 
information by writing for “Keep 
Operating Costs Down ... When Tem- 
peratures Go Up.” It’s free and a 
useful booklet to have. For detailed 
technical assistance, call on Inco’s 
Technical Service Section. 


THE INTERNATIONAL NICKEL COMPANY, INC. 
67 Wall Street New York 5, N. Y. 
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Guide posts in the production 
of enameled hot water tanks 





including design, fabrication, metal preparation and porcelain enameling 


by hon RR. Coelchtus e@ FERRO CORPORATION, CLEVELAND, OHIO 


\ PPROXIMATELY 3 million 
units of gas and electric water 
heaters are produced yearly. Barring 
unforeseen difficulties, it appears that 
greater percentages of porcelain en- 


‘ 


amel or “glass lined’ heaters will be 
produced for this market in the en- 
suing years With the exception of 
specialized usages similar to enameled 
chemical ware, enameled coatings 
have seldom been called upon to ful- 


fill a 


Constant exposure to heater water of 


more rigorous requirement. 


all types — day in and day out - 
year in and year out — requires the 
utmost in enamel formulation, 
coupled with service data compiled 
under field conditions. 

Influencing factors such as design, 
steel, steel preparation, enameling pro- 
cedures and related processes such as 
welding and assembly, all assume a 
position of importance when related to 
the service life of the enameled heater. 
It is the object of this article to lend 
assistance to a growing industry. 


Design factors 


With the exception of material and 
labor cost, the two main factors in- 
fluencing design are cathodic protec- 
tion and the preference of the heating 
engineers. These usually are the basis 
on which it is determined that the gas 
or oil-fired heater will be either of 
external or internal flue design. In the 
case of electrically-heated tanks, the 
same factors are used to determine 
whether immersion or contact type 
heating elements are used. 

Following the main decision as to 
how heat is to be applied to the water, 
pressure requirements dictate the de- 
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sign and gauge metal used in the head 
and base construction. Enameling re- 
quirements determine the design of 
the attachments for piping and fabri- 
cation prior to the enameling opera- 
tion. 

The function of the magnesium 
anode to protect glass lined water 
heaters is fully described in a paper* 
which was presented at the 1951 
of the 
Association of Corrosion 
Engineers. The authors are W. A. 
Derringer and F. W. Nelson, of A. O. 


Smith Corporation. 


Conference and Exhibition 
National 


The insulating 
properties of porcelain enamel, which 
functioned to disadvantage when ca- 
thodic protection was not present by 
concentrating electrolytic action at 
exposed metallic areas, becomes of 
great advantage when combined with 
cathodic protection by concentrating 
action in those same areas and greatly 
extending the life of the anode. The 
magnesium anode is of great impor- 
tance in determining the service life 
of the heater, as well as the initial 
cost of the unit. 
achieved by eliminating the necessity 


Cost reduction is 


for multiple coats, and elaborate elec- 
trical inspection procedures. Enamel- 
ing grade steel no longer becomes 
necessary. The utmost consideration 
should be given to this fact before 
making and marketing a glass-lined 
water heater in which cathodic pro- 
tection is not used. 

The anode has been shown to be 
effective in shielded areas, as on the 
other side of the internal flue, but 


*“A Field Investigation of Cathodic Pro- 
tection in Glass Lined and Galvanized 


Water Heaters.” 





undue emphasis should not be placed 
upon this property, as it will vary 
greatly with water conditions and ex- 
perience has shown that it is not 
effective in water connections just 
outside the tank body proper, nor in 
certain areas shielded by the flue at 
the base of the heater. Enamel inspec- 
tion in such areas should be more 
rigid than in unshielded areas. Welds 
should be located so as to be in close 
proximity to the anode. 

The majority of enameled water 
heaters produced at the present time 
consist of a cylindrical shell of ap- 
proximately 12 gauge metal into 
which a convex or plus head of six 
to eight gauge metal is welded prior 
to enameling. If a concave or minus 
head is used this is usually enameled 
after the 
The base is 


separately and welded 
enameling operation. 
concave, since it is thrust into the 
cylinder following the enameling op- 
eration and may or may not have a 
flue welded in place prior to enamel- 
ing. In some instances, the flue is 
enameled separately, making a three- 
piece unit, but this requires an addi- 
tional welding operation since the flue 
is welded both at top and bottom 
after enameling; therefore, it is usual- 
ly not recommended. While the in- 
ternal flue is undoubtedly a factor in 
strengthening the vessel, considera- 
tion of its shielding effect on the 
anode will determine whether or not 
it is incorporated in the design. 
While it is undoubtedly simpler to 
enamel a water heater without an 
internal flue, no great difficulties have 
been experienced in the past and it 
is felt that field experience will dic- 
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tate future design. At the present 
time, the enameling of a closed vessel 
would appear contrary to the express- 
ed opinion of obtaining a desirable 
market by production of quality mer- 
chandise. 

Water, control and drain cock con- 
nections are made by welding fittings 
onto the head or shell metal. These 
have been troublesome in the past 
since they constitute an area in which 
enamel applied by draining may hang 
up and underfire, causing weak en- 
amel structures prone to chippage. 
This condition is exaggerated by us- 
ing extremely heavy fittings or per- 
mitting the concentration of large 
quantities of weld metal in these 
areas. Where sufficient base metal is 
present, as on heads, or bases, extru- 
sions may be made for the fittings. 
Care should be taken to make allow- 
ance for enamel thickness in those 
areas which must be fitted together 
following the enameling operation. 

Before concluding the subject of 
design, it should be mentioned that 
some water heaters are being made 
for enameling in which two hemi- 
spheres or cups are drawn. These are 
welded together prior to enameling 








for water heaters of small volume 
and to each end of a cylinder for 
larger units. Usually a large manifold 
is incorporated in one of the hemi- 
spheres for piping connections. Heat 
application can be made by either 
internal or external methods. Thread- 
ed fittings are tapped either before 
or after enameling, depending on 
design. If threaded previously, they 
must be re-tapped to remove scale. 


Welding 


The cylindrical shell body is butt 
welded, using a submerged are or a 
resistance flash welder. In the case 
of the resistance arc weld and in 
submerged arc weld, in which 100% 
penetration is used, the excess metal 
must be removed by scarfing or 
It is 
possible to submerge arc weld with 


grinding prior to enameling. 


approximately 90% penetration and 
obtain a weld which requires no spec- 
ial metal preparation prior to enamel- 
ing; however, this must be closely 
controlled, or it will lead to under- 
penetration and the formation of leak- 
ers or weak welds. 

The internal fillet weld of flue to 
base is usually submerged are welded 


and if correctly done requires no 
special grinding; hand welding is not 
satisfactory. This weld can also be 
made externally by using a rod, as 
can the external weld of the plus head 
to the shell. In the case of welding 
the flue to the base, prior to enamel- 
ing, it is recommended that internal 
welding, using the submerged arc 
weld, be used in place of the external 
weld as the formation of an internal 
crevice is prevented. Projection weld- 
ing of spud attachments is desirable 
where closely controlled. 

Following enameling, one weld is 
necessary in the case of external flue 
construction; two welds are necessary 
in the case of internal construction 
where the flue is welded to the base 
prior to enameling, and three welds 
are necessary in the internal flue con- 
struction where the flue is enameled 
separately from the base. These welds 
may be made by hand or automatic- 
ally. In the case of gas or oil-fired 
heaters, a skirt comprising the fire 
box is usually welded on at this time, 
although in some instances the sheet 
is cut to include the skirt and this 
remains as a portion of the shell body 

to Page 133 —> 














“VLL HAVE TO STAY KINDA LATE TONIGHT TO SEE 
HOW SOME OF THE PARTS ARE SHAPED.” 




















“ON SECOND THOUGHT, BOSS, | BELIEVE I'LL ASK 
FOR THAT RAISE SOME OTHER TIME!” 
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You may be looking at cleaning department 
costs and saying: “that looks about right . . . it 
used to cost us a lot more!” Would you like to 
know, for sure, that your cleaning costs are just 

what as low as they can be . . . with excellent results? 
Many present day users of Cincinnati Cleaning 


re | oes machinery thought their former methods were 


modern ... their costs low. . . their production 





high — until a Cincinnati cleaning unit proved savings 


you r of 60, 66, 75 and 81 percent in time and labor . . . 


along with production increases up to 200 percent! 


t i The Cincinnati Cleaning service that led to these 


savings is available to you . . . without cost or obli- 
gation! Use the handy coupon for complete details. 
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Have a Cincinnati engineer point out time and labor savings 
and production increases in our cleaning. 


Send literature on Cincinnati cleaning equipment. 


company 


ea 


address 





city 
















PORCELAIN ENAMEL ON 


LAK HA a 


UNITED STATES STEEL CORPORATION, PITTSBURGH - COLUMBIA-GENEVA STEEL DIVISION, SAN FRANCISCO 


TENNESSEE COAL & IRON DIVISION, FAIRFIELD, ALA 
UNITED STATES STEEL EXPORT COMPSNY, NEW YORK 
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Ceramic coated shim stock 


provides for excellent electrical insulation 


by GCilbel 6. Elose © WESTERN EDITOR 


- a direct result of their exten- 


sive work in applying ceramic 
coatings for the aircraft industry, 
California Metal Enameling Co., Los 
Angeles, has perfected a technique for 
applying a very thin ceramic coating 
on very thin stainless steel sheet, 
which is subsequently used as shim 
stock where the shim must provide 
excellent electrical insulation between 
the surfaces it separates. 


Stainless steel foil base 


Stainless steel foil 0.001-inch thick 
is used as the base material. This 


foil is first thoroughly degreased, 
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then given a special surface treat- 
ment which will assure excellent ad- 
herence of the ceramic coating. The 
coating is applied approximately 
0.0007-inch in thickness on each side 
of the foil, then fired at 1850° F. 
After coating, the shim stock may 
be bent sharply or crumpled to a 


Here a piece of ceramic coated stain- 
less steel shim stock has been sharply 
“creased” with the fingernails, then 
straightened to show the undamaged 
condition of the coating. Repeated 
bending causes metal fatigue failure 
before the coating is ruptured or 
damaged in any way. 


Cutting 0.001-inch ceram- 
ic coated stainless steel 
shim stock on a conven- 
tional paper cutter. (Scis- 
sors serve just as well.) 
Ceramic coating does not 
fracture along the edge 
when cuts are made. 


finishfotos 


wad in the palm of the hand without 
rupture of the coating. In fact, metal 
fatigue will cause breakage of the 
foil before a coating rupture takes 
place. 

A small sheet of this material in- 
serted between metal surfaces pro- 
vides excellent electrical insulation at 
all times. 
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WATIONA , INC, 


\nusliicalestad® cushions and backs with 
FOAM RUBBER waonu 


N.A.F.I.’s exclusive Multipleating Process makes possible elaborately, custom 

tailored, luxurious seat cushions and backs with foam rubber inserts. N.A.F.[.’s NO BAGGY SECTIONS 

cushions and backs are the result of years of automotive seat experience and 

over 20,000,000 padded upholstery assemblies. ut LNES . 
The Multipleated Process permits the building of cushions and backs without 

unsightly bag and sag, without surface tensions, and with completely controlled 


NO SURFACE TE 
fullness. 


Another advantage is the complete elimination of costly hand stuffing. Multi- 
pleated cushions and backs are available in pipes of two inches and wider; and in 


COMBINED 
DURAB ; 
any combination of widths. ILITy WITH LUXUR Y 


NSION 


y 


N.A.F.1. invites you to discuss your trim problems with their highly qualified 


G 
automotive interior engineers. cu sTO mM T AILO — 
*An exclusive N.A.F.I. Patented Process. 





NATIONAL? AUTOMOTIVE F | 
on Be: The econ ad Side Independent and Most Diversified Supplier of Quality Sacaginel Interior Trim 
DIT DIVISION « 19925 nO a AVE. + DETROIT 5, miscues N te ad i 
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HIS WAS MORE than an automobile. To many a success- 

ful man it was a symbol of his achievements. Fre- 
quently, from the mere fact of possession, the Packard 
served to project the personality of its owner in a way 
that filled a soul-satisfying need. 


The man who drove a 1909 Packard found in this mag- 
nificent car a visible expression of his own creative nature 
- +» an expression in line and color . . . in pleasing line... 
and warm, appealing color. Who then could measure its 


Your 1909 Packard ‘‘Thirty” Runabout sold for $4200, with top, 
windshield, special colors, etc., extra. The car's four cylin- 
ders, exhaust manifold, pistons and piston rings were 

cast in France. Sheet aluminum panels covered 

its wooden frame, and fenders were made of 

aluminum. Wheelbase 12314”, tires 36” x 4”. 


“ys 
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true value? Wisely, the men who made and sold them 
said ... ““Ask the man who owns one...” 


Today, as in 1909, the Packard name once again becomes 
a subtle, magic sound, a romantic symbol. 


The Packard star is rising. Look closely and you will 
observe that it glows with a wondrous new light . . . the 
soft reflections of time and experience are blended with 
the sparkling colors of youth, spirit and enthusiasm. 
The Packard star is rising. 


TNT -RINSHED-MASON COMPANY Sxtsaruti 


WINDSOR, ONT., CANADA 


We are proud indeed to be associated with Packard as a major supplier of lacquer colors and under- 

coats. R-M has long been one of America’s leading manufacturers of fine lacquers, enamels and 

REG. U.S. PAT. OFF. undercoats for automobiles, trucks, farm equipment, appliances, and numerous other products 
of industry. We invite your inquiry. Ask about our color styling service. 
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EDITOR’S INTRODUCTION 


The Packard division of the Studebaker-Packard Corpor- 
ation has undergone a drastic marketing and manufacturing 
revolution in the last two years since James J. Nance became 
president in 1952. In October of that year a program was 
launched to regain the pioneer car manufacturer’s position 
of leadership in the fine car field. The program brought 
sharp changes in management policies and attitudes, sweep- 
ing changes in product and personnel, daring dealer 
reorganization and product pricing and complete moderni- 
zation of facilities. 

The introduction of Packard’s 1955 models in January 
was the final step in this program. Many eyes of industry 
are on this company which has a production target this year 
300 percent over its 1954 performance. 


Did Packard stick its neck out, and did it take greater 
risks than necessary under today’s strongly competitive and 
cost-conscious production conditions? To find some of the 
answers with their broad implications for every industry, 
finish Magazine has undertaken a thorough study of the new 
program. A complete report including exclusive interviews 
with president Nance and other top management men, photo 
coverage of the Utica V-8 engine plant, complete coverage 
of the new Conner body and assembly plant (from incoming 
steel components to the final inspection line) appears on the 
following pages of this sixty-eight page feature. 

In over eleven years of publication finish previously has 
presented only five similar complete special sections devoted 
exclusively to individual companies in the field of Fabri- 
cated Metal Products. One of these covered a unique appli- 
cation for steel in the building field, and four were devoted 
to outstanding plants and organizations in the home appli- 
ance field. This sixth in the series steps into the automotive 
industry, as the number one user of steel in the metal 
products field —an industry which attracts the attention 
and interest of everyone interested in industrial development 
and business trends. 


Our editors feel that there is material of interest in the 
new Packard facilities for every fabricator and producer of 
metal products. 


It is our sincere hope that every reader will find material 
on the following pages that will prove both interesting and 


helpful. 


Dana Chase 
EDITOR AND PUBLISHER 
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MULTIPLE 


A PART OF 


PACKARD’'S 


NEW MANUFACTURING FACILITIES 


% We congratulate Packard on completion of their new manufacturing 


facilities. It has been a privilege and a real pleasure to have had a part 


in providing equipment for a company that has contributed so much to 


the advancement and enjoyment of the motoring public. The photos 


shown here are representative of the many machines designed and built 
by W. F. & John Barnes for Packard. 


BARNES 





SPINDLE 








SPECIAL AUTOMATIC BORING MACHINE — Finish ma- 
chines V-8 cylinder head valve seats and stem holes. 
Corrective operations after boring, reaming, and seating 
operations are eliminated by holding total concentricity 
within .0005” (total indicator reading). 





DRILLING 


Builders of Better Machines Since 1872 | 


BORING e TAPPING MACHINES 
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AUTOMATIC PROGRESS-THRU AND 


Sache 








AUTOMATIC PROBE STATION — Test 
probes 36 oil holes in cylinder blocks 
for obstructions. Each probe operates 
independently of others and if obstruc- 
tion is encountered, a light on master 
panel indicates exact hole. 


Designed and built by | 


W. F. & JOHN BARNES CO. 
AUTOMATION DIVISION 














KRUEGER-BARNES MULTIPLE 
SPLINDLE BORING MACHINE— 
Semi-finish bores connecting rod 
bearing holes. Both ends of four rods 
machined simultaneously. Oper- 
ator loads and unloads work pieces 





while machine is in operation. 








. 
rs | BARNES 
OO? L200? QALOF 


1469 £. GRAND BLVD., DETROIT 11, MICHIGAN 


W. F. & JOHN BARNES COMPANY - 425 S. WATER STREET, ROCKFORD, ILLINOIS 








TRANSFER TYPE MACHINES 
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TORQUE CONVERTERS 


Here’s a package that combines clean 
design, low-cost production and excellent 
performance. Long torque converters have 
velvet-smooth pickup and infinitely variable 


torque multiplication. Air-cooled . . . simpli- 
fies transmission system. Fabricated almost 
entirely from stampings . . . keeps unit cost 
























... THE name in radiators since 1903! Recog- 
nizing Long’s superior ability in the field of 
heat exchange, leadifg manufacturers have 
equipped millions of vehicles with Long 
radiators. This equipment spans the entire 
range of size and capacity ... from the 
smallest passenger car to the heaviest-duty 
commercial, farm and military vehicles. 








LONG MANUFACTURING DIVISION 
Borg - Warner Corporation 
DETROIT 12, and WINDSOR, ONT. 


CLUTCHES © RADIATORS * TORQUE 
P-6 











Rugged and dependable, Long clutches pro- 
vide effortless shifting, smooth power flow. 
With Long’s semi-centrifugal design, torque 
capacity increases as speed increases. That 
means less slippage, less wear, low pedal 
pressure ... longer service! Since 1922, Long 
has provided heavy-duty clutching to lead- 
ing vehicle manufacturers. 





CONVERTERS © OIL COOLERS 
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The new Packard program 




























































faced with declining sales and a 


crumbling dealer organization. 


The company’s board of directors 
went to James J. Nance, then presi- 


dent of Hotpoint, Inc. He had 


brought that General Electric affiliate 
from ninth to third in the appliance 
industry in a period of six years. 
Elected president of Packard in June, 
1952, Nance announced a program 
in the fall of that year to revitalize 
company operations. 

The objectives of his Packard pro- 

gram were: 

1. To re-establish Packard in the 
luxury car field and to re-intro- 
duce the Clipper for the medi- 
um-price field; 


N 


To put together a new, young 
management team; 

3. To 
facilities and bring out com- 
pletely new models by 1955. 

Also, they 


other objective. 


modernize manufacturing 


mention an- 
Believing that the 


frequently 


days of progress for single line pro- 
ducers were numbered, they said that 
they hoped to make Packard an at- 
tractive partner for a merger that 
would result in a full line producer. 

In discussing the program, Nance 
said: 

The 1955 car introduction has a 
double significance. It marks the 
end of one phase of the program for 





/ ‘ - i 
AN INTERVIEW WITH James 4 ._Nance e@ PRESIDENT, STUDEBAKER-PACKARD CORPORATION, DETROIT 


With the introduction of 
the new Packards and 
1955 Clippers the pro- 


gram launched two years 





ago to regain Packard’s 
former position of dominance in the 
fine car field was completed. 

The cars were the end-result of the 


program which brought new manage- 


. . - 
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ment and new facilities to the com- 
pany. 

Packard dominated the luxury cat 
field until 1935 when, during the de- 
pression years, it abandoned the 
luxury field to bring out lower priced 
cars, in keeping with economic con- 


When 


again came to the automotive indus- 


ditions. competitive times 
try, Packard, though, in a sound 


position financially with no debt, was 


Packard, and second, it marks the 
beginning of another program phase 
with new objectives for the Packard 
division as a part of the Studebaker- 
Packard Corporation. 

The new cars are the first that have 
been completely designed, engineered 
and produced under this new pro- 
Whether they achieve their 
objective or not will be up to the 

to Page P-64-—> 
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No. 9 in a Series 
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these requirements in mind... 





So varied are the demands on multiple 


spindle automatics it is impossible to design into one 


data for comparison model — or a number of models — all the facilities that 


Part Bushing . . ‘i 

will satisfy every requirement. To excel in any range 
Machine 1%” Six Conomatic 
Yools 100%, Carbide Tipped of work the design of a machine of this type must be 
Material Stainless Steel Tubing 
Stock Size 1%" OD; %” 1D directed toward that work. 


{ Work Spindle 1033 
) Opposed Spindle—1048 


(7 Seconds per Cycle Cone’s new General Datalog lists over forty CONOMATIC models 


)} 3.5 Seconds per Piece 


R. P.M 


Time 


that are designed with these requirements in mind. 
For any range of work, Conomatics are built to more 


efficiently serve the latest cutting tool materials. 


- CONE AUTOMATIC 
0 n 0 mM a i C MACHINE COMPANY, INC. 
WINDSOR, VT., U.S.A. 
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AN INTERVIEW WITH Ray Lf. 


Packard found that the 
problem of modernizing 
its facilities was one that 
could not be approached 
on a 





gradual improve- 
ment basis. It was necessary to act 
and act quickly, because in its old 
was suffering 
These 


painful 


plants, the company 
unreasonable cost penalties. 
penalties were especially 
where materials handling was con- 
Some of the Packard build- 


ings were 45 years-old, and four and 


cerned. 


five story structures, in which efli- 
cient materials handling procedures 
were impossible to practice. 

Today, Packard and Clipper cars 
are being built in the most modern 
plants in the industry, and Packard 
is finding that the main advantage 
in being in up-to-date facilities is 
that the company is able to capture 
the cost savings that come from effi- 
cient procurement, scheduling, han- 


dling, loading, storage, inspection 
and other functions related to get- 


ting materials into the final product. 

The basic advantages realized from 
combining body, final assembly and 
sub-assembly operations into a single 
building is that the arrangement has 
lent itself to appreciable cost reduc- 
materials handling, 


tions through 


automation, improved _ production 
methods and lower maintenance costs 
(in that order). 


The 


improvement program had three ob- 


overall modernization and 
jectives in seeking to remove all car 
building operations from old multi- 
story plants into modern, single story 
facilities: (1) New standard of qual- 
ity, (2) Competitive manufacturing 
methods, (3) Flexibility of produc- 
manufacture of 


tion suited to the 


luxury cars in controlled volume. 
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e VICE PRESIDENT OF OPERATIONS 


The program settled upon contem- 
plated a separate plant to house pro- 
duction of new V-8 engines and 
a facility for body production and 
final car assembly. 

The first step was in February a 
year ago when the company began 
transferring the manufacture of en- 
gines, axles, transmissions and chas- 
sis components to a modern 1.5 
million square foot plant at Utica, 
Detroit. 


1000 new machines were installed in 


Michigan, north of Over 
the plant in three straight production 


lines. Manufacture of the new V-8 
engines began in November. 

The second step came July 1 in 
taking over a million square foot 
plant on Detroit’s east side, where 
bodies had been made by a supplier 
1946. 


pany to the manufacture of its own 


since This returned the com- 


car bodies for the first time since 
1941. Previously the company had 
crafted them for 40 years. With its 
own personnel Packard continued to 
make 1954 bodies there until Sep- 
tember 16. 

The third step commenced when 
last fall a two-month assignment was 
It called for 
bringing in modern equipment and 


tackled in this plant. 


rearranging production lines into a 
body and car assembly plant. With 
sub-body assemblies, it was the first 
such combination facility in the in- 
dustry. The first 1955’s came off the 
lines in mid-November for the build- 
up of dealer stocks in advance of the 
In the mil- 
lion square feet in this plant, Packard 


January announcement. 


carries out car building operations 
which formerly required three mil- 
lion square feet. 

Almost all heavy work has been 
eliminated by use of modern hand 
tools, welders, conveyors, and other 


mechanized handling devices. As an 


example of the new efficiency, auto- 
mobile floor pans formerly moved 
through 12 fixtures and were trans- 
ferred by hand between them. Now 
they are transferred 
and processed through only three 


mechanically 


machines. 
Although the key to operations in 
both new plants is scheduling and 
plant layout using new techniques, 
perhaps the most important new ap- 
proach to be employed is in quality 
control, allowing quality manufactur- 
ing standards not possible before. 
First, the plant was laid out so 
that final car assembly, final paint, 
final repair and shipping lines are 
This 


control personnel to step only a few 


all parallel. enables quality 
feet across lines to get at the source 
of any trouble. Secondly, a system 
of transmitting quality control and 
inspection information to a central 
point from individual stations 
throughout the lines for correlation 
allows constant surveillance of pro- 
duction. The manufacturing manage- 
ment’s viewpoint is that you can’t 
inspect quality into the cars at the 
end of the line, you have to build it 
in before the cars get to the final 
stage. 

To carry out this program, a qual- 
ity control group was 
Packard which reports directly to 
the vice 


set up at 
president of operations, 
rather than the plant manager, and 
has authority to reject any part, ma- 
terial or even finished cars which 

; to Page P-64—> 



























































MIICKERS. HYDRAULICS Helps Cut Costs 
at PACKARD . 





Kearney & Trecker machine for drilling and counterboring bearing 
caps. Note Vickers Traverse and Feed Cycle Control Panels visible 
on two heads; advantages include smooth and constant feed rates, 
easy adjustability, compactness and simplified installation. 





Three Greenlee Transfer Machines in automatized cylinder block 
line use Vickers Hydraulics. Compact Vickers Traverse and Feed 
Cycle Control Panel shown on head assures smooth and constant 
feed rate regardless of fluctuations in tool resistance or changes in 
hydraulic pressure or volume. 


Application Engineering 
VICKERS Incorporated (Brookfield) + CINCINNATI * CLEVELAND + DETROIT + HOUSTON 


DIVISION OF THE SPERRY CORPORATION 


1400 OAKMAN BLVD. * DETROIT 32, MICH. WASHINGTON « WORCESTER 
ENGINEERS AND BUILDERS OF 






















e e on Wide Variety of Jobs 
in New V-8 Engine Plant 


Representative of the many and varied production machines equipped with Vickers 
Hydraulics in the new Packard V-8 Engine Plant at Utica, Michigan are those shown 
here. Among the advantages of Vickers Hydraulics are: (1) simplification of design, 
(2) adaptable to automation, (3) ease of providing interlocks and overload protec- 
tion, (4) ease of maintenance with minimum down time. Equally important, Vickers 
Hydraulics gives you the benefits of a nation-wide and full-time field engineering j 
and service organization. 


The Vickers Application Engineer near you will be glad to show you the benefits you 
can obtain by using Vickers Hydraulics. Write for a copy of Bulletin 5002. 





Michigan Drill Head Co. 8 station dial machine for connecting rods and caps. Vickers 
Hydraulic Power Units shown are complete hydraulic “packages” (pump, electric 
motor, valves, oil reservoir, filter, etc.) that simplify design, and save installation 
and maintenance costs. 











Udylite Automatic Processing Machine saves space and assures more uniform 
quality by using Vickers Hydraulics to raise, lower and transfer cam shafts through 
Cleaning, coating and rinsing baths in “Lubriting” process. 


7109 
Office: « ATLANTA e¢ CHICAGO AREA 


LOS ANGELES AREA (El Segundo) « MINNEAPOLIS + NEW YORK 
AREA a N. J.) ¢ PHILADELPHIA AREA (Media) « PITTSBURGH 
AREA (Mit. Lebanon) « ROCHESTER «© ROCKFORD + SAN 
FRANCISCO AREA (Berkeley) © SEATTLE «+ ST. LOUIS «+ TULSA 


OiL HYDRAULIC EQUIPMENT SINCE 1921 
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Engineering ... 
AN INTERVIEW WITH William 4 Graves 


e@ VICE PRESIDENT AND DIRECTOR OF ENGINEERING 


Two years ago, a new 
product philosophy was 
approved at Packard 
which gave the engineer- 
ing department a green 
light it had not had since 1935. The 
1955 models with more changes than 
in any other single year in the com- 
pany’s history, and with three major 
mechanical features which are auto- 
motive “firsts”, are the result. 
Basically, new product develop- 
ment was built upon three distinct 
ideas: : 





1. Offering cars of advanced and 
distinctive styling with outstanding 
quality. We are firmly convinced 
that in the automobile business there 
is plenty of room for individuality. 
We believe this because a sizable 
segment of the American public does 
not want to live in a house that looks 
like his neighbor’s; does not want to 
dress like the next fellow; eat in the 
same places, or drive the same kind 
of car. If there is one thing that 
makes an American different from 
other people, it is his belief in the 
importance of being an individual. 
Therein we believe is the role our 
cars will play in the automobile 
business. 

2. Offering cars of advanced de- 
sign and with advanced features not 
available on other makes. The em- 
phasis during recent years has been 
centered on mechanical improvement, 
with V-8 engines of increased horse- 
power, power brakes, power steer- 
ing, to meet new traffic conditions 
of the postwar era. This emphasis 
is currently being supplemented by 
a strong element in styling by offer- 
ing wide and varied choices of color 
and trim schemes to meet the grow- 
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ing desire on the part of the con- 
sumer to express individuality in 
his car. We believe the next major 
move in automobile merchandising 
will be directed toward providing 
the customer with greater riding 
comfort. It was because of this strong 
belief that new standards of riding 
comfort would be the next major 
cycle in engineering development 
that the decision was made to intro- 
duce the new Torsion-Level method 
of suspension. 

3. Offering cars which would be 
the best in their classes in a return 
to the tradition of luxury car manu- 
facturing. 

In carrying out this philosophy, 
two major objectives were set up: 
designing two new lines of cars to 
be introduced in 1955; and establish- 
ing an advanced product planning 
program for 1956-57-58. 

The program undertaken showed 
rapid progress. A new young styling 
team was put to work. Average age 
of the group was 28. A new $2 mil- 
lion styling and research laboratory 
was completed. An eight year testing 
program on the new V-8 engines was 
accelerated with the final test com- 
pleted last October of a 25,000 mile 
endurance run at the company’s 
Proving Ground. Supervised by the 
American Automobile Association 
Contest Board, a test car equipped 
with a pre-production V-8 engine 
completed the run in just under 10 
days at an average speed of 104.7 
miles per hour, exceeding every dis- 
tance record from 3,000 to 25,000 
miles. 

The engineers went to work im- 
mediately to design a new type of 
transmission and to perfect the new 
Torsion-Level suspension which elim- 
inated all coil and leaf springs. 


An experimental car program was 
initiated to test public reaction to 
various styling features proposed for 
the 1955 models. The Pan American 
sports convertible was shown in 1952, 
the Balboa hardtop with reversed 
rear window in 1953, the full-sized 
plastic Panther-Daytona convertible 
in 1954, and currently the “Request” 
hardtop with classic front end grill 
is the leader in Packard’s automobile 
show exhibits. 

The results of this program are 
built into the 1955 models. We 
wanted in our new car an outstand- 
ing feature that engineers and auto- 
mobile authorities regarded as essen- 
tial to a fine automobile, a feature 
that had not yet been put on any 
production car in America. We have 
that in the new Torsion-Level suspen- 
sion, in which, I believe, we have 
reached another milestone in car 
development that will take its place 
with the dozen or so great “firsts” 
that the industry has brought to the 
motoring public. 

The free-breathing principle has 
reached its greatest application in 
the new V-8 engine. With our large 
engine having 352 cubic inches dis- 
placement, it is the largest engine 
that has been produced. Horsepower 
is 260 in the Packard line and 275 
in the Carribbean, highest in the in- 
dustry for 1955. However, we primar- 
ily worked for increased torque with 
high performance and power at the 
* to Page P-64—> 













































DOUBLE-ENDED load-center unit substation completely en- 
closed units are factory-engineered, factory-assembled. 
Economical G-E lighting system, rated at 277 volts, gives 
adequate lighting throughout plant. 
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G-E load-center system gives Studebaker-Packard 
economical, reliable power continuity 


) q I?) Tt Ua TO GET POWER CLOSE TO LOAD, Studebaker—Packard 


Corporation uses a General Electric load-center distribu- 
tion system at its Utica, Mich. plant. This method of 


‘3 giles “yy power distribution allows the most efficient transmission 
oi te | SS pata : a of power at primary voltage of 4.8 kv to load-center 
. at] ey 4 : unit substations, and then, stepped down to utilizatior 


- ; 7 | eal 
; Le j Studebaker-—Packard has found the G-E load-center 
re a, . 


voltages, to points of actual use. 


system means: 
@ Lower cost with greater protection for feeder circuits. 


@ Less engineering and installation costs, with fully co- 
ordinated, factory-assembled substations. 


@ Greater flexibility, with provision to add units when- 
ever load increases. 


—w.a°:6lCUM @ Less voltage drop with short secondary feeders. 





For further information, contact your nearest G-E 


EACH TRANSFORMER of load-center units is rated at 750 kva, with Apparatus Sales Office. General Electric Company, 
voltage on the high side at 4800 volts. Schenectady 5, N. Y. 651-8 


Progress /s Our Most /mportant Product 


GENERAL @® ELECTRIC 














Procurement... 
AN INTERVIEW WITH hhel a Behnke 


Two years ago Packard 
had few established pro- 
cedures and lacked uni- 
form buying policies. 





Today, the company 
has a system with flexibility and 
affording supplier cooperation and 
integration tailored to a planned 
production base, a program which 
looks to suppliers growing as Pack- 
ard grows. 

Faced with the problem of two 
new plants under construction at the 
same time a major model change 
was going forward, the materials 
division went through rapid reorgan- 
ization of methods and _ personnel. 
Internally the program had _ these 
facets: 

1. A reorganization of functions. 

2. Infusion of new young execu- 

tives in staff and purchasing 
activities. 

3. New procedures for liaison with 

engineering and manufacturing. 

4. Complete mechanization of re- 

ports and controls. 

5. Switching of inventory control 
from the manufacturing divi- 
sion to the materials division. 
6. Publication of a _ purchasing 

manual, 

In these areas the best procedures 
from various companies inside and 
outside the automotive industry were 
put together in a streamlined system 
which brought the company up to 
date and at the same time met Pack- 
ard’s special needs. 

Externally, in its relationships with 
suppliers, the company had a differ- 
ent problem. In simple terms, Pack- 
ard had few friends among its 
suppliers. One early storm signal 
was the failure to get adequate ma- 
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e VICE PRESIDENT OF MATERIALS 


terials following World War II, a 
time when all cars a manufacturer 
could make could be sold. The com- 
pany did not reach production sched- 
ules comparable to its prewar posi- 
tion until the balance between 
production and sales had already 
been reached by the industry, and 
the tide was turning the other way. 

The new purchasing program took 
the following forms: 

The company immediately estab- 
lished a system of personal attention 
to each supplier representative. He is 
channeled through purchasing upon 
arriving at the plant and again upon 
his departure. The door is open to 
any representative to tell his story 
to the materials division. 

A shirtsleeve approach by suppliers 
was encouraged. In fact, suppliers 
are expected to work side-by-side 
with engineers and foremen, with 
the aid of the purchasing agents, to 
solve production needs. 

The research and development 
facilities of supplier firms were rapid- 
ly integrated into planning. Ideas 
generated within the company were 
taken to vendors to research for pos- 
sible application. 

A system of competitive bids was 
instituted for the first time with at 
least four bids required on any item. 
All bidding suppliers were informed 
of contract awards and the reasons. 

The establishment of historic buy- 
ing patterns was immediately under- 
taken, particularly for such items as 
steel and other raw materials. There 
had been no such purchasing record 
established with suppliers, which in 
part was behind postwar supply 
problems. 

A program of decentralization of 
supplier sources was initiated not 
only to secure more favorable costs, 


but also to widen the bidding base 
and establish the company as a major 
customer outside the Detroit area. 

Without the successful completion 
of this program, operating vice presi- 
dent Powers is quick to assert that 
his modernization program and new 
car tooling could not have been car- 
ried out in the same year. 

An example is the present system 
employed at the new car body and 
final assembly plant for incoming 
supplier items. On many major parts 
lead time is only three days. Some 
of the suppliers cooperating in this 
plan are 500 miles away. This com- 
pares with a lead time of as much as 
three weeks on the same _ items 
previously. 

Packard’s new manufacturing flex- 
ibility, of course, is predicated to a 
large extent upon the resources of 
its suppliers. One example was the 
introduction of the first tubeless tires 
as original equipment in November, 
1953, and later as standard equip- 
ment in July, 1954. Because of close 
supplier relationships and controlled 
production volumes, it was possible 
to make the change to the tires in a 
matter of months. The adoption of 
torsion bar suspension on the 1955 
models was another example where, 
with a Packard design, the company, 
in less than a year, was able to work 
with suppliers to design a new frame 
and new tooling to allow installation 


on the cars ahead of other companies. 















































































CHAMPION 


joins the world in saying: 


“More Power © 
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The distinguished new Packards of 1955 are great 
mojor cars well worthy of the great name they bear. 


And with performance more than matching its beauty, 
the new Packard made automotive history even before 
its public appearance. A 1955 Packard Patrician sedan 
under AAA supervision—eclipsed every automobile 
distance-speed record in a 25,000-mile durability run 
at an average speed of 104 miles per hour! 


Champion Spark Plugs played their part in this magnifi- 
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cent exhibition of stamina and speed just as Champions 
have served Packard almost from the beginning. 


Because of this pleasant relationship through the years, 
the Champion Spark Plug Company proudly joins 
Packard’s friends the world over in saying: 


“‘More power to the great new Packard!” 


CHAMPION 


— ——] 


CHAMPION SPARK PLUG COMPANY 
TOLEDO 1, OHIO 
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Marketing ... 


AN INTERVIEW WITH Clare &. Briggs 


When James J. Nance be- 
came president of Pack- 
ard in June, 1952, there 
existed a weak dealer 





organization, lack of price 
identification in the market, insuffi- 
cient product sales effort, lack of 
marketing perspective, low field or- 
ganization morale, and management 
complacency. 

Two years later as the company 
brought out its 1955 models, the 
company had become re-established 
in the luxury car field, planned to 
increase advertising expenditures 20- 
25 per cent over 1954, was entering 
network television for the first time 
on a large scale, had carried out an 
expansion of the dealer organization 
unprecedented in the automobile in- 
dustry, and had 25,000 advance or- 
ders for cars, largest in company 
history. 

Prior to 1935 the company had 
earned its reputation for turning out 
a quality product; it had adjusted 
successfully to the depression by 
trading down into the lower priced 
car bracket; it had met World War 
II defense requirements; but some- 
how it had failed to grasp the com- 
position, thinking and character of 
the postwar market. A_ profitable 
balance sheet had fostered a false 
sense of security. The feeling was 
that product prestige and quality 
could overcome the lack of sales 
appeal. 

The number of Packard buyers 
was decreasing, and the sad fact was 
that the prestige of the Packard name 
was being destroyed by application 
in too wide a price range. The 
crumbling market brought a substan- 
tial drop in the number of dealers. 
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e VICE PRESIDENT OF SALES 


What Packard has done is an ex- 
ample of the marketing strategy and 
tactics that can be applied to meet 
such a slipping market situation. 

The following moves were made: 

1. Aggressive new young executives 
were brought into the marketing di- 
vision. Sweeping changes in person- 
nel necessarily were required. Key 
supervisory positions were filled with 
leading executives from other com- 
panies inside and outside the indus- 
try. The requirement was a strong 
well-knit marketing team with dy- 
namic thinking and team-play. Nance 
himself was known as a marketing 
strategist. 

2. The sales department got a new 
voice in engineering the product with 
sales appeal. When you have strong 
competitors, it isn’t enough to build 
a quality product. You must con- 
sider your prospective customer’s 
dislikes and provide him with a 
choice of products that appeal. That 
means consistently altering your 
product to conform with a host of 
changing likes and dislikes, mean- 
while retaining basic quality. 

3. Market analysis determined the 
salability of the product. It rated 
well, but lacked the hard selling 
efforts behind it. 

4. The field organization was care- 
fully surveyed. Studies indicated 
dealer dislocation geographically in 
many marketing areas, dealer dissat- 
isfaction with profit possibilities. New 
franchise terms were worked out, 
and special used car merchandising, 
business management, service and 
other programs for dealers were 
instituted. 

5. The product was moved back 
into the top quality class at the same 
time the Clipper was re-introduced 
in the medium priced field. Indi- 


vidual treatment in styling, interiors, 
equipment and engine size was given 
the two different lines. 

6. The field organization was ex- 
panded by 900 dealers. This was 
accomplished between October and 
January of this last year, principally 
due to the pre-production interest in 
the new cars and the completion of 
the Packard program of facility 
modernization. About 500 of these 
new dealers were dual franchises with 
Studebaker in smaller communities 
following the combining of Stude- 
baker and Packard into a full-line 
producer. 

7. The company’s concept of dealer 
relationships was reiterated. Basic 
in the thinking of Packard is the 
mutuality of interests between the 
factory and the dealer. Packard has 
been known as the “friendly factory” 
and has followed the policy of build- 
ing cars only to the volumes that the 
dealers could sell. 

8. An entirely new approach in 
promotion and advertising was 
worked out. It was based on bring- 
ing the cars out as_ individaully 
designed with advanced features 
appealing to the great number of 
people who want a car different from 
their neighbor’s. A new advertising 
agency with regional offices set up to 
service area dealers was brought in. 
Promotion plans were upped 20-25 
per cent over last year, as the com- 
pany underwrote its marketing year 
with a sales objective exceeding any 
year in the postwar period. 
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Pulling for Studebaker-Packard 










Yes, the Flying Red Horse has served both Studebaker and 

Packard, individually, with Gargoyle lubricants and other petroleum 
products for many years. Now... he’s ready to keep on pulling 

for the new team of Studebaker-Packard — to help build even better 


cars, faster — at lower costs. 





/ 


"| 


SOCONY-VACUUM OIL COMPANY, INC. 











SOCONY-VACUUM 


; 
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craflsmanship 
value 


For thirty years ‘‘Koebelite’’ has been an outstanding 


name in industrial diamonds. The Koebel Company, one 


ALL PRECISION PARTS 
MANUFACTURERS USE 
DIAMONDS. 


Here, a diamond tool is dressing 
an abrasive wheel that grinds 
precision parts. 


of the largest in the field, has pioneered a seemingly 
endless procession of diamond tool advancements 
that have greatly influenced diamond tool practice 
throughout the world. 





DIAMOND TOOL CO. 


First to give industry the benefits of Diamonds set in Powdered Metal. 
9456 GRINNELL, DETROIT 13, MICH. 


EASTERN SERVICE BRANCH, Worcester 8, Mass. . . CANADIAN 
KOEBEL DIAMOND TOOLS, LTD., New Toronto, Ont. . . Representa- 


tives in Principal Cities. 
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Congratulations 
to PACKARD 


from 


MOTCH & 
MERRYWEATHER 


It is a pleasure to name 
The Studebaker-Packard Corporation 
as one of America’s great 
industrial organizations to which 
machine tools and cutting tools 
have been supplied by the 
several divisions of this company. 


‘Wwe Wott & WERRYWEATHER WACAINERY {o. 


CLEVELAND e DETROIT e PITTSBURGH e CINCINNATI 
Detroit Office — 23520 Woodward Avenue, Ferndale 
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Machining, assembly and testing 


a photo story 


Machining, assembly, and 
D> d 

testing operations of the 

new Packard V-8 engines 


are being performed at 





the new Utica, Michigan, 
plant. The lines are largely com- 
posed of special automated equip- 
ment. 

The final engine assembly line is 
fed by six major machining lines: 
the cylinder line, crankshaft line, 
camshaft line, piston line, connecting 
rod line, and the cylinder head line. 

The first of four, multiple station 
Ingersoll transfer machines, is the 
starting point of the 800 foot auto- 
mated cylinder block line. Inspected 
blocks are loaded and four locating 
pads are milled after which the blocks 
are automatically turned 180° for 
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the Packard V-8 engine 


najor operations at the 


boring crank bearings and drilling 
cam bearings. (See photo #1). Suc- 
ceeding operations are: milling pan 
rail and bearing cap seats, broaching 
bearing cap seats, drilling, chamfer- 


ing and reaming locating holes, in- 





Above: Packard engines being test- 
ed on new rotary test stand. Engines 
suspended on a power and free con- 
veyor enter the test stand at the left. 
Engine is connected to the individ- 
ual test stand but remains suspended 
from overhead conveyor. Test stand 
rotates clockwise. Indications of mo- 
tor performance on individual test 
panels enable engines to be indexed 
for balancing operation or repair. 
Completely tested engines shown at 
right and center will move out on 
the power and free rail in the fore- 
ground and be conveyed to the final 
balancing or repair areas. 





Utica engine plant 


spection and lastly, drilling ten holes. 
(See photo #2). ° 

Following the four Ingersoll ma- 
chines on the cylinder block line are 
three Greenlee transfer machines. 
The first and second machines have 
eighteen stations each and the third 
machine has fifteen stations. Blocks 
are automatically loaded into the first 
Greenlee through which they receive 
twenty-one machining operations, two 
rollovers, and an inspection. They are 
then loaded automatically with the 
pan rail down front end first into 
the second eighteen station Greenlee. 
(See photo #3). Sixteen different 
drilling, reaming, countersinking and 
chamfering operations, and one 360 
turnover for chip disposal are per- 
formed in this machine. The blocks 
are inspected and automatically 
loaded into the fifteen station Green- 
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1. First of four multiple-station transfer machines. Cylinder blocks are 
loaded and four locating pads are milled. Then blocks are automaticall) 
turned 180° for boring crank bearings and drilling cam bearings. 


3. In this machine 16 different drilling, reaming, coun} 4. ¢ 
tersinking and chamfering operations, and one 360% mac 
turnover for chip disposal, are performed. and 











lee machine. This machine is high- 
lighted by a compound turnover fix- 
ture which lifts the blocks, carries 
them through two 90° turns, and 
places them endwise across the ways 
with the pan rail down. (See photos 
#5 and #8). Prior to and follow- 
ing this turnover tapping and ream- 
ing operations of tappet, bolt, oil, and 
other holes are performed. (See 
photo #4). 

Adjacent to the cylinder block line 
is a Lapointe 50 ton horizontal 


2. A battery of transfer machines performing milling and drilling oper- 
ations on the oil pan face of the V-8 engine block. The blocks are moved 
from station to station automatically. 





broach which rough and _ finish 
broaches the top, sides and joint sur- 
faces, and rough and semi-finishes 
the half holes of the main bearing 
caps. (See photo #6). After further 
machining, inspection and washing 
the caps are assembled to the blocks 
and are checked for bearing sizes 
in a five station Air-O-Limit 
Comparator. 

Conveyors then move the blocks 
to a battery of automatic cylinder 
honing machines where the blocks 





are separated according to the size 
of bore. Automation moves the cylin- 
der blocks through rough and finish 
honing operations. (See photo #7). 

The piston line, which is also 
highly automated, features Sund- 
strand Automatic Stub Lathe. Pistons 
are automatically loaded and _posi- 
tioned, and receive eight machining 
operations of ring grooves and 
domes. Ejection is also automatic. 
(See photo #9). 


Piston balancing is capably han- 


ways with pan rail down. 


5. Compound turn-over fixture lifts the block, carries if® A 
through two 90° turns, and places it endwise across the fms 


an 














coun, 4. Close-up view of 8th station (in 15-station transfer 7. A battery of automatic cylinder honing machines. Automation moves 
26% machine) showing stationary tapping spindles on left cylinder blocks left to right with the rough honing operations in left back- 


and right-hand heads (15 spindles on each head), with ground and the finishing honing operations in right foreground, 
block between. 


dled by a Morris fully automatic is milled. (See photo #15). A Nor- 


operation on the line is the milling 
transfer type piston balancer. This ton multiple wheel grinder finish 


of eight locating spots on the crank 
machine receives pistons by con- grinds five bearings on the camshaft in a Sundstrand Special Crankshaft 
veyor, weighs the pistons and -bal- in one operation. (See photo #16). Mill. Crankshafts are loaded 


and 
ances them by weight, making cuts Connecting rods receive final ma- 


progress automatically through the 
when necessary. (See photo +10). chining operations on a Michigan mill. (See photo #11). Further down 


Two operations stand out on the Drill Head 8 Station Dial Machine. the crankshaft line a Leland Gifford 
camshaft line. One of these is per- Here bolt holes are drilled, reamed, 8 Spindle Special Drill drills eight 
formed on a Hartford Special 4 Sta- counterbored and countersunk. Lock oil holes in the crankshafts. (See 
tion Vertical Trunnion Machine. The slots in rods and caps are milled and photo #12). 
camshafts are automatically centered, squirt holes in the caps are milled. On the cylinder 
drilled, countersunk, counterbored Another major line is the crank- 
and tapped, then a Woodruff keyway shaft machining line. The initial 


head machining 
line there is complete automation in 
to Page P-24-—> 


urries i §. A 50-ton horizontal broach is used to rough and 
oss the finish broach the top, sides and joint surfaces es, and rough 
and half-finish the half holes of main bearing caps. 


8. Bird’s eye view of V-8 cylinder block line showing automatic device 
(foreground) for positioning block. This view is looking toward begin- 
ning of the line which is approximately 300 feet in the background. 
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DETROIT REAMER CUTTING TOOLS 
for NEW PACKARD PRODUCTION 


Pictured is the use of six Detroit Reamer cutting tools on 
an automatic horizontal machine at the Packard plant 
in Utica, Michigan. The machine is hopper fed and has 
right and left-hand motorized heads. Each head is 
equipped with three spindles that hold a combination 
counterbore and spotfacer, a radially relieved chamfer 
tool, and a spiral flute utility reamer. 


The part being machined is the motor valve rocker lever 
shaft. After part is placed in first position, the rear spindles 
are used to simultaneously counterbore and spotface both 
ends of the shaft. Transfer of shaft is then made to second 
position where-tools in middle spindles chamfer the holes 
inside and out. Final position of work utilizes tools in front 
spindles to finish ream the holes. 


Detroit Reamer & Tool Company furnishes many other 
cutting tools of both standard and special types for other 
production operations at Packard. The following list of a 
few of these tools and their function, provides an abbre- 
viated picture of the scope of cutting tools that can be 
furnished by Detroit Reamer to better meet your every 
metal working requirement. 


4) Packard Transmission control valve bodies of die 

cast aluminum are drilled and reamed with high 
speed steel drills, special step drills, carbide tip reamers, 
and special carbide tip step reamers. 


Motor connecting rods are made of steel forgings— 
carbide tip reamers are used for finishing piston pin 
holes. 


© The motor cylinder blocks of cast iron are drilled 
and reamed with carbide tip tools. 


Motor cylinder heads of cast iron require such 

special tools as carbide tip subland drills and 
reamers, carbide tip core drills, combination reamers 
and chamfer tools. 


The Packard transmission planetary case and cover 
plate are made of H.R. steel, combination subland 
drills and countersinks are used. 


We are very proud of the fact that for a number of years 
Detroit Reamer & Tool Company has been selected as a 
supplier of cutting tools by this manufacturer of tradi- 
tionally fine automobiles. Also, that our cutting tools are 
being used extensively in the production of their latest 
and finest models—the 1955 series of Packards. 


For further information concerning standard or special culling tools, write la: 
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WORLD LEADERSHIP IN 10 SHORT YEARS! 


Simplicity of design, durability of construction and the 
economies of accurate plating have built Udylite lead- 
ership in automatic plating equipment in a decade 


Yes, it was only ten short 

years ago that Udylite de- 

livered its first hydraulic 

fully automatic plating 

machine. Since that time 
Udylite sales of equipment have mounted each 
year until today Udylite machines are in use in 
every country in the world where manufacturing 
in metal is important. In fact, the deliveries of 
Udylite plating machines in 1953 reached an all 
time high, and repeat orders were an important 
factor in this record. 


Ingenious engineering is one of the reasons behind 
the Udy.ite success story. Many Udylite ma- 
chines have been in operation for 24 hours a day, 


WwW 


Official inspection of Udylite’s 600th Full Automatic, 
100 feet long, built to copper, nickel, chrome plate 
3,000 cigarette lighters per hour. 
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seven days a week for years. And all of this per- 
formance with practically no replacements. In 
fact, the recommended spare part list for the 
Udylite machine totals less than one hundred dollars. 


Udylite machines are being used today in plating 
hundreds of different products . . . from small 
telephone relays to bulky tubular furniture, and 


for almost as many different processes. 


The Udylite Full Automatics engineered and built 
to suit the need have ranged in size from 20 feet 
to 500 feet in length. Udylite can furnish a ma- 
chine for every plating or finishing problem. 


If you have a metal finishing production problem, 
Udylite Full Automatic Equipment can help you. 





Write for the booklet ‘‘Udylite Automation in Plating” — 
the story of Udylite Full Automatics in industry today 
































9. Automatic stub lathe on piston line. Pistons are automati- 
cally loaded and positioned, and receive eight machining oper- 
ations of ring grooves and domes. Ejections is also automatic. 


10. Piston balancing is handled by fully-automatic transfer- 

type machine which receives pistons on conveyor, weighs the 

pistons, and balances them by weight, making cuts when 
necessary. 


from Page P-21—> 


three W.F. and John Barnes transfer 


operations. Loading and unloading 
is automatic. The 18 station Barnes 


drills, countersinks, and taps holes 


and slide down a roller conveyor to 


a convenient position at the begin- 


machines, which have respectively ning of the assembly line. The blocks 


19, 18 and 5 stations, and prior to for exhaust manifold, intake mani- 


are then placed in fixtures on the 
them a 12 station Ingersoll transfer 


machine. 

In the 19 station Barnes holes are 
drilled for bolts, spark plugs, push 
rods, valve water 
guides and other purposes. 
(See photo #13). Also done are 


milling, 


covers, system, 


V aly e 
spotfacing. countersinking, 
core drilling, boring and reaming 


fold, oil gallery and water pump. It 
also taps holes for spark plugs, and 
valve covers. Loading and unloading 
is again automatic. (See photo #14). 

All these completed parts are con- 
veyed from their respective machin- 
ing areas to the engine assembly 
line. Cylinder blocks are automatic- 


ally unhooked from their conveyor 


pedestal type assembly line with the 


_pan rail up, ready to receive the 


succeeding parts. 

The various components, each of 
which is preselected for a certain 
block, are delivered to their proper 
point on the line at the proper time 
by means of teletype scheduling. All 


delivery conveyors pass directly over 


11. First machining operation on crankshaft line. Crank- 

shafts are fed to operator from vendor’s pallet at left. Oper- 

ator loads machine and crankshaft progresses automatically 
through the mill. 


12. Hand loading crankshafts onto fixture for drilling oper- 
ation. Eight oil holes are drilled at one time. 














» 


, meres 


13. In this machine, holes are drilled for bolts, spark plugs, 
push rods, valve covers, water system, etc. 
milling. countersinking, core drilling, boring and reaming. 


the assembly line and small parts are 
stocked in eyelevel shelves over the 
line, thus the assembly operator has 
all his stock within his work area. 
Multiple socket power tools are used 
wherever adaptable. An automatic 
fogging machine oils the rod _ bear- 
ings and cylinder bores. 

After assembly of the crankshaft. 
flywheel, camshaft, galley plugs, main 
bearings, connecting rod_ bearings, 
pistons, connecting rods, oil pump, 


damper, timing gears, timing chain, 


15. In 4-station vertical trunnion machine, the 
automatically centered, drilled, countersunk, counterbored and 
tapped—then a keyway is milled. 


wet 
= . 





also spotfacing, 








and oil pan, the engine is rotated 
180 

This enables easier assembly of 
valves, tappets, cylinder heads, etc. 
When assembly is completed the en- 
gines are picked up by a power and 
free conveyor on which they receive 
final dress-up operations. 

Completed Packard engines are 
delivered to a rotary test stand on a 
power and free conveyor. The en- 
gines are connected to the individual 


test stands, but remain suspended 


camshafts are 








> 4. 


from the overhead conveyor while 
the test stand rotates clockwise. In- 
dications of engine performance on 
each test panel enable engines to be 
indexed for balancing or repair. 
When testing is completed the engines 
are detached from the test stand and 
are picked up by the overhead power 
conveyor which delivers them to the 
final balancing of repair areas. 
After repair and/or balancing, the 
engines are ready for shipment. 


- 


the camshaft in one operation. 





¥ 















14. At 6th station of 18-station transfer machine, 24 taps 
mounted on left and right-hand horizontal and vertical spin- 
dles, thread various holes in cylinder heads. 


16. A multiple-wheel grinder finish-grinds five bearings on 













To achieve the 
high standard of its slogan 
“PACKARD BUILDS QUALITY ONLY” 
Packard must BUY quality only 


New Series 
totally enclosed 
fan-cooled motor 





HOWELL ELECTRIC MOTORS 
have been a PACKARD CHOICE for over 20 years 





The Excello Diamond Bore 
unit and Wickes lathe shown 
here are two of many im- 
portant Howell motor appli- 
cations at Packard. Packard 
builds quality with quality 
equipment. 











HOWELL ELECTRIC MOTORS COMPANY, HOWELL, MICHIGAN 
Precision-Built Motors for Industry Since 1915 


HOWELL MOTORS 
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Packard gets 
double-barreled 


service from 
ONE SOURCE! 


INJECTION 
MOLDING 


Capacities from 
2 to 32 ounces 
for molding all 


thermoplastics. 


DIE 
CASTING 


Precision casting of 
Zinc to 12 lb. capa- 
city and Aluminum 


to 6 Ib. capacity. 


aR %. a. 
SU YS 


ASSEMBLY 


TRI-STATE PLASTIC MOLDING CO., Inc. : TRI-STATE DIE CASTING CORP. 


HENDERSON 4&4 KENTUCKY 





















































Hats are off to Packard Power ?! 








Newest sensation of the automotive | 
industry is Packard’s new V-8 series : 
engines. Up to 275 smooth, flowing 
horsepower achieves brilliant 
performance through the entire range 
of Packard V-8 powered cars. 

Packard V-8s are equipped throughout 
with Federal-Mogul connecting rod 
and main bearings. We are proud to 


have been a Packard supplier since 1916. 


FEDERAL-MOGUL CORPORATION 


Detroit 13, Michigan 


New Packard V-8 en- 
gines—hailed as one 
of 1955's great auto- 
motive developments 
—wuse Federal-Mogul 
bearings. 


Since 1899 Frock 
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Since 1915... 
one of America’s 


For many years, Richard Brothers Division has been recognized as one 
of the country’s leading die shops—both from the standpoint of 
excellent equipment and unusual die-making capabilities. 

For instance, as a major supplier to the automotive industry, Richard 
Brothers has developed and built many of the most successful dies 
required for deep and intricate drawing operations. In numerous other 
industries also, the same engineering and manufacturing skills have 
provided customers with the best in sheet metal dies used for many 
forming, drawing and cutting purposes. 

For dies built for efficient, high volume production, a most logical first 
source is Richard Brothers Division, headquartered in Allied’s Plant 2. 





; RONG ) DEPT. 23 © 12677 BURT ROAD e 
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foremost sheet metal die shops 





7 


Richard Brothers 
Division 
Is Proud To Be 
A Supplier To 
PACKARD 











“Alles”, ALLIED PRODUCTS CORPORATION 


DETROIT 23, MICHIGAN 


we Drod. lin | SPECIAL COLD FORGED PARTS; STANDARD HEXAGON HEAD CAP 
SCREWS; PRECISION HARDENED AND GROUND PARTS; SHEET 

ALLIED’S FIVE ) METAL DIES PRODUCED IN ALLITE (ZINC ALLOY) AND PLASTIC; R-B 

} OTHER PLANTS | INTERCHANGEABLE PUNCHES AND DIES; POWDERED METAL PARTS 























Operations near the 
of the final assembly 
at the Conner plani 
clude testing of lig 
filling the radiator « 
anti-freeze, etc. Note 
veyor on right carry 
hoods. Further back 
same side another ( 
veyor delivers bump 
Seat installation is |r 


/ conveyor on left. 


et, 


a quality control system has central correlation of information from 237 stations 
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When the new Packards 
and 1955 model Clippers 


were introduced to the 





public in January, more 
than just a new product 
tooling story was involved. Behind 
the scenes, a complete manufacturing 
facilities changeover and moderniza- 
tion program were carried out, com- 
pleting a job in 60 days that experts 
said couldn't be done in a year. 

The multi-million dollar program 
to take the car building out of 50- 
year-old plants and put it into a 
modern single-story plant was com- 
pleted November 17 when 1955 mod- 
els began to roll off the lines. 

The facility expansion program 
was the first carried out by any of 
the smaller companies since World 
War II. It was one phase in the pro- 
gram, launched two years ago to re- 
gain Packard’s position in the luxury 
car field. 

In addition to construction of the 
new V-8 engine and _ transmission 
plant at Utica, Michigan, the key to 
modernization plans was a new facil- 
ity to house all body and final car 
assembly activities. As the solution, 
Packard acquired a plant on Detroit's 
east side which studies indicated 
could be adapted to Packard car as- 
sembly requirements. 

Nance wanted this assembly plant 


to be “a compact, integrated machine, 
geared to our expected volumes 
the latest in automation.” 

On July 1 last year, the company 
took over the plant where a supplier 
had produced Packard bodies. The 
last 1954 body came off the lines 
September 16, and immediately work 
began to move all car building into 
this plant. By combining body build- 
ing, sub-assembly and assembly lines 
under a single roof, “for the first time 
in the industry,” the building would 
provide maximum control of volume, 
greatest flexibility and ease of quality 
control, lowest unit manufacturing 
costs. Two months later on November 
17, this project was completed. 

In bringing this plant into produc- 
tion, the entire inside of the building 
was cleared out with the exception of 
the paint ovens. New assembly lines, 
automatic equipment, and mechan- 
ized materials handling devices were 
installed. The entire overhead rig- 
ging was pulled down from the ceil- 
ing. Nearly 50 miles of piping were 
rerouted. Four miles of conveyors 
were planned. Not a single light in 
the plant is in the same place today 
as it was in September last year. 

The result: 

1. In one million square feet on 
one floor, Packard will carry out car 
building operations which occupied 
three million square feet on five 
floors in the old plants. 










2. There will be a marked reduc- 
tion in costs through materials han- 
dling, automation, improved methods 
and lower maintenance costs. 

3. Almost all operations will be 
handled by conveyors and automatic 
machines. Specific processes will be 
from 50 to 100 per cent more auto- 
matic than in prewar-type plants. 

4. For the first time in the indus- 
try, final assembly, repair, final paint 
and shipping lines are parallel allow- 
ing quality control experts to step 
across lines to trace any trouble 
immediately to its source. 

5. Many new manufacturing inno- 
vations in plant layout and proce- 
dures were instituted, such as the 
location of the water test in the final 
assembly line before interior door 
panel trim is installed. 

6. A new inventory control and 
sub-assembly scheduling system us- 
ing teletype and two-way radio was 
established. Lead time on incoming 
primary “A” items is only three days. 
Larger departments such as welding 
and painting work on a daily sched- 
ule, usually several hours ahead of 
final assembly, smaller sub-assembly 
departments such as interior door 
trim only an hour or less ahead of 
final assembly. 

7. A quality control system with 
central correlation of information 
from 237 stations along the lines is 
new to the industry. 


Key to bringing the Conner and Utica plants into production in a short time was the detailed advanced plan- 
ning and modern plant layout techniques employed. The new procedures were instituted for the, first-time at 
Packard with the launching of its multi-million dollar facility modernization program. 


























































IN 
WHEN PACKARD HELPED PUT CRANK OUT OF B ESS... 




















Willard put strong-arm power 
into gentle hands! 


Two years before the electric starter was first offered the motoring 
public in a car, T. A. Willard, founder of The Willard Storage Battery 
Company, was cooperating in its development. In 1912, when Packard 
first featured electric starting, a Willard Battery put strong-arm power 
into gentle hands... permitted even the ladies to start the powerful 
Packard engine. And today, an infinitely more powerful 12-volt Willard 
provides quick, dependable starting in the all-new Packard for 1955. 


In its first 50 years, Willard pioneered more “Firsts” in batteries 

than any other manufacturer. And the respect for Willard quality shared 
by so many engineers is reflected in this fact: Year after year 

Willard Batteries have been used as original equipment by more 
manufacturers than any other make. . . and will again in 1955. 





This new 12-volt Willard Deluxe is standard 
equipment in the brilliant new Packard for 
1955. This popular-priced battery, with 
exclusive Metalex grids, offers greater starting 
power at zero, and unexcelled protection 
against overcharging —the No. | battery killer. 





Cleveland + Los Angeles + Dallas + Memphis «+ Portland «+ Allentown « Toronto 
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These torque converter and clutch housings are light, 


endless miles of “‘shift-free’’ motoring. As cast by Doehler- 
Jarvis, these housings provide many economies in ma- 


OUR MOTOR car dollar buys a whale of a lot 

more performance than it did a few short 
years ago. Why? Because it pays for less dead 
weight and more useful horsepower. It pays for 
fewer heavy, slow-production parts and buys 
more lightweight, high-speed, precision-made 
units. It pays for fewer laborious fabrication 
steps and buys more streamlined assemblies of 
formed-to-fit parts. 

As a case in point, consider the automatic 
transmission. It has become progressively more 
efficient, lighter in weight, part for part—and 
less expensive to own and operate. 

These improvements have been made pos- 
sible to a great extent by the use of die cast 
parts, many of which are produced by Doehler- 
Jarvis in close cooperation with motor car 
makers. 

A prime example of this teamwork between 
the customer’s design and engineering staffs 
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How Doehler-Jarvis Helped Motor Car Makers 


Doehler-Jarvis Division 
of 


National Lead Company 
General Offices Toledo 1, Ohio *Reg. U.S. Pat. Off. 





sound and strong. They withstand great vibrational e 
stresses and the jarring and jouncing encountered in a ve e€ weig 
chining costs. For one example, the long oil holes in the 
torque converter housing are cast-in. an ower € cos 
of heavy duty housings 


and those of Doehler-Jarvis is the set of hous- 
ings—torque converter and clutch—illustrated. 

These are truly heavy duty parts. Before 
Doehler-Jarvis entered the picture they 
weighed together about 50 pounds and re- 
quired considerable working-over and machin- 
ing prior to assembly. The Doehler-Jarvis alu- 
minum housings weigh about 23 pounds and 
require a minimum of handling before assembly. 

This is but one example of how the Doehler- 
Jarvis organization, with resources and re- 
sourcefulness developed during a half century 
of die casting, works hand-in-hand with makers 
of metal products—in the automotive, house- 
hold appliance, office machine, electrical mer- 
chandise and many other important industries. 

Call in Doehler-Jarvis when you are faced 
with problems in the design and procurement 
of lighter weight, lower cost, more efficient 
metal parts. 
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A— Receiving for doors, trunk lids, 
floor pans & small sheet metal 
parts 

B — Receiving for engines, transmis- 
sions, chassis parts, trim mate- 

engine components, tires, 


rial, 
wheels & bumpers, 





C — Receiving for front suspension & 
rear axle parts. 

D — Receiving for hoods, fenders & 
body parts. 
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Welding Seat Assemblies 
“Miscellaneous” Welding Area 
Under-body Assembly 

Roof Sub-Assembly 

Gas Tank and Wheel House As- 
sembly 








CONNER | 


PLANT | 
LAYOUT | 


| 
| 





| 
| 





















































Quarter Panel ‘Merry-go-round”’ -— Trim Section (Assembly) Assembly Line Body Drop 

Body Side Assembly “Merry-go- — Body Bank General Quality Control Inspec- 
round” P _— Frame Assembly tion 

Final Framing Bucks — Bumper Sub-Assembly V -— Car Wash and Leak Test 

Final Welding and Metal Finish — Tire Sub-Assembly W.— Final Inspection 

Line — Front End Sub-Assembly X — Drive Away 


Note: General quality control inspections occur throughout the plant; however, 
eneral quality co ns} j shout the | 
the one indicated as U is the first on the car “ready to drive. 










for tranSportation equipment 
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that Stands up... £7 
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FLAT-ROLLED STBEL-_ (\(\ 


— 


produced by a specialists J 


The kids who roll down Oak Hill in a coaster wagon, 
and those of us who ride in the world’s best automobiles, 
put a lot of faith in flat-rolled steel. 


If you use flat-rolled steel in your products, 

rely on a specialist—Great Lakes Steel. 

Our entire organization is devoted to the business 

of making more and better flat-rolled steel 

for every application. Many manufacturers have found 
we have some unique qualifications to help them 

to improve products and reduce costs. 

We would like the opportunity 


UNIT OF 
to work with you on your problems. Great Lakes Steel 
< y “ . NATIONAL STEEL CORPORATION 
Ecorse, Detroit 29, Michigan — 


Call on our 25 years of specialization in flat-rolled 
. . PR «Ae “ 
products. Our representative will be glad i aaa &® 
to discuss your particular needs at your request. 

SALES OFFICES IN CHICAGO, CLEVELAND, GRAND RAPIDS, INDIANAPOLIS, LANSING, NEW YORK AND PHILADELPHIA 
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for chamfering and deburring the entire tooth form of 
spur and helical gears as well as straight or involute 
form splines. 



























MODERN Pressure Testing 
Machines 








for porosity testing of cylinder heads. This equipment 
is used not only for porosity checking but also locates 
leaks for salvage. 

















for rapid multiple drilling of “smoke” holes in auto- 
motive pistons. Eight stations work simultaneously. 








Tudustrial Engineering Ca. 


14230 BIRWOOD AVE. DETROIT 38, MICHIGAN 
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“aa, 
Sheet Steel is fed into a blanking press and sheared to fender outline. Smoothly Contoured door pan- 


els, each shaped from a sheet of steel, 
move steadily on conveyors. 


Shapeliness 


The Neva 
GiveDe 


When you look at the low, smooth- 
flowing lines of today’s automobiles 
and admire their graceful styling, 
do you ever wonder how steel be- 
comes so shapely? 

The appeal of an automobile’s de- 
sign is far more than just the dream 
of a designer worked out from the 
artistic sketches and mock-up mod- 
els he creates. It is the translation 
of his clay models by engineers and 
production men into practical con- 
toured curves of steel sheet. 

In the early days, the designer 
was limited by what steel could do 
and restricted by his own production 
equipment. 

Today, automation has improved 
and speeded production. The tech- 
niques for making steel have ad- 
vanced apace. Automakers can draw 
on the resources of technical know- 
how and steelmaking facilities 
equipped with the latest in techno- 
logical controls, such as the new roll- 
ing mills at Pittsburgh Steel Com- 
pany, for producing hot and cold 
rolled steel sheet. 

So today the designer’s range of 
ideas is becoming increasingly un- 

Eight-a-Minute—Steel sheets are deep drawn to fender contours in this limited because better production 


huge, 450-ton double acting ram press where the cold steel flows evenly under and new quality in steel are giving 
tremendous pressure. 











Complex Automatic equipment 
assembles inner and outer door panel 


where automation speeds production. 


eWashion In Steel Quality 


y 





him ever-widening horizons for the 
creation of practical new designs. 
At Pittsburgh Steel this new quality 
in steel is called shapeliness. 


e What Is It?—Shapeliness is the 
ability of steel to be drawn under 
tremendous pressure to the severest 
contours of design, while retaining 
its strength and giving a consistently 
smooth surface. Beyond that, it must 
maintain this quality uniformly in 
sheet after sheet and coil after coil 
to provide smooth, trouble-free per- 
formance on high-speed production 
lines. 

You can quickly grasp the impor- 
tance of this quality by taking a 
look at production in the modern 
plant of Jarecki Corporation, Grand 
Rapids, Michigan, where fenders and 
doors are shaped (see photos) for 
the beautiful new Packard. 

The sheet from Pittsburgh Steel 
to provide these shapes has the nec- 
essary internal qualities: exact 
chemical analysis, cleanliness, and 
fine grain size. And it has the most 
desired external qualities: uniform 
dimensional accuracy and _ surface 
cleanliness. 

It must have these qualifications 


esigners Vast Horizons 


throughout each sheet and from 
sheet to sheet as it is fed into power- 
ful, high-speed press operations in 
order to minimize the possibility of 
grainy surface, buckles, wrinkles, 
tears, stretcher strains, or skin 
breaks. 
It is shapeliness, then, that assures 
a snug-fitting door or fender with a 
clean, smooth surface for painting 
one that is attractive on the 
showroom floor and a stand-out on 
the road. 


¢ How It Pays—Not every steel- 
maker can produce this quality of 
shapeliness in steel with the same 
success. Some, by reason of new 
equipment and technical experience, 


Assembled Doors, solidly constructed, yet 
and polished for perfect surface. 












can meet the manufacturers’ require- 
ments more consistently than others. 

If the production of your products 
requires better than average quality 
sheet steel, why not explore the op- 
portunities Pittsburgh Steel offers 
you? Your orders will get personal 
attention from the time they are 
entered on the books until your 
product is completed. A phone call 
to the district office nearest you may 
prove worthwhile today. 


"Evcergthing New Gut “The Name” 


Pittsburgh Steel Company 


Pittsburgh 30, Pa. 


DISTRICT SALES OFFICES: Atlanta + Chicago + Cleveland + Columbus + Dallas 
Dayton + Detroit + Houston + Los Angeles + New York + Philadelphia + Pittsburgh 
San Francisco + Tulsa + Warren, Ohio. PLANTS: Monessen, Pa. + Allenport, Pa. 
Akron + LosAngeles + Unionville, Conn. + Warren, Ohio + Worcester, Mass. 


Grant Building ° 


Write for your copy of the color brochure ‘‘ The New Pittsburgh Steel Company.”’ 





In the Showroom and 





gracefully styled, are ground 


on the 
road, designer’s creation becomes a 
beautifully practical reality of steel 
shapeliness. 









































Packard wheels are received in large 

unit loads, and stored on roll-type 

conveyors at point of usage. Wooden 

handling pallets are returned to the 
vendors for re-use. 


P-to-the-minute production 
U scheduling calls for speedy and 
direct materials handling — from 
receipt of raw material to delivery 
of sub-assemblies to the final assem- 
bly line. 

Currently, 125 truckloads of ma- 
terial are received on an average 
day. So that this incoming material 
won't have to be moved too far from 
receiving dock to the different pro- 
duction departments, Packard utilizes 
four separate receiving areas at the 
Conner plant, including four truck 
dock areas with adjustable loading 
ramps in each of 14 truck docks. 

Large sheet metal parts, such as 
car roofs and fenders, are received 
in tubular steel racks. One type of 
rack can accommodate 17 roofs while 
another can handle 12-14 fenders. 

Other parts are received in ex- 


pendable cartons and wooden pallets. 
Engines (made at the Utica plant) 
are delivered to the Conner plant in 
34-foot “roller bed” trucks. Each 
truck can handle 12 tubular steel 
racks with four engines to a rack. 


Frames are delivered to the plant 
yard by gondola car with 112 


Center: Final assembly line near the 

“body drop” area shows a series of 

overhead monorail “feeder” con- 
veyors serving the line. 


The tubular and angle steel trucks 
on which the bodies ride are designed 
to prevent dislocation. The bodies 
continue from welding bucks through 
all final body fabrication and finish- 
ing to a point near the assembly line 
body drop on these trucks. 
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Front fenders present a_ handling 

problem due to their irregular shape. 

Here tubular steel racks of fenders 

are shown as received from vendor. 

Racks are tiered 3 to 4 high in 
storage. 


frames to a car. A portable yard 
crane unloads the cars and _ stacks 
the frames. The crane is also used 
to load the frames on a wheeled dol- 
ly (holding five frames), and tug- 
type industrial trucks deliver the 
frames to an enclosed storage area 
at the head of the chassis assembly 
line. Here a hoist on an overhead 
conveyor delivers the frames to the 
assembly line. 

The rear axle and front suspen- 
sion, built up complete in a nearby 
building, are brought to the chassis 
assembly line by an overhead 
conveyor. 

Springs and pads for seats are 
loaded on an overhead tray-type con- 
veyor at the receiving dock. This 
conveyor then carries these parts to 
the seat assembly department. 

Altogether there are over 4 miles 
of conveyors of all types used in the 
Conner plant. 

In addition, there are 40 gas and 
electric trucks (both fork and tug- 
type) used to speed incoming mate- 
rial to the production departments. 


Many of these trucks are equipped 
with 2-way radios. 


Center: This type of truck is used to 

support miscellaneous parts such as 

front fenders, hoods, etc. through 
paint finishing operations. 


In Utica engine plant, extensive use 
is made of conveyors, steel parts 
baskets, special hoppers for utlilizing 
original cartons, and other material 
handling equipment. The air-condi- 
tioned area shown here is a along 
the transmission assembly line. 
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PACKARD PISTON RACK 
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Bathey controlled parts storage system prevents inventory losses. 


Bathey controlled parts storage system speeds up small assembly 
operations. 


Bathey controlled parts storage system can be rearranged with 
ease to meet production requirements. 


®@ Bathey has complete facilities for fabrication of railroad equipment 


plus a complete line of TOTE PANS . . . BIN BOXES... RACKS... 
DOLLIES . . . SKIDS . . . PALLETS. 
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BATHEY IS PROUD TO BE PART OF INDUSTRY’S PRESENT DAY MODERNIZATION PROGRAM ... 
We invite YOUR inquiry on custom designed equipment as well as our standard parts storage 


and handling equipment. 


Because of its flexibility many of the country’s larger corporations have standardized on BATHEY 


equipment on a plant wide basis. 


Write Special Products Diutston for complete information on 


slampings, parts and production rund 


LBS BATHEY MANUFACTURING CO. 


100 SOUTH MILL ST. 


PLYMOUTH, MICHIGAN 
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JARECKI 


partner 





Packard production 














We, at Jarecki, are proud of the part we 
were able to play in the production of 
the beautiful new Packard. Our job started with 
die design and continues with volume production 
to finished fenders and doors. All of our cus- 
tomers have a choice of any combination of these 


facilities for working sheet metal: 





















DIE DESIGN 

DRAW DIE DEVELOPMENTS 
DIE CONSTRUCTION 
COMPLETE DIE TRYOUT 
STAMPINGS 

PRODUCTION ASSEMBLY 


WELDING 

PHOSPHATE COATING 
FLOW COAT, SPRAY 
PAINTING & BAKING 
QUALITY CONTROL 
PACKAGING 
















PROMPT DELIVERY 
Write for our Facilities Booklet 


JAR E Cc K I CORPORATION 


DIES * STAMPING * ASSEMBLIES *¢ PAINTING 


GRAND RAPIDS 2. MICHIGAN 


















1. PACKARD MAKES FLOOR PLANS 
by outlining permanent plant features with gum- 
med tapes or inked lines on specially white- 
surfaced aluminum plates printed with a 4” 
grid. These light, accurately squared, and easily 
handled plates can be butted together to repre- 
sent any large area. 





c"\ 


2. POSITIONING OF SCALED PLASTIC 
TEMPLATES and pre-printed tapes repre- 
senting machine tools, conveyors, benches, 
aisles, etc., is the next step. Templates are re- 


produced in multiples on sensitized plastic by + 
photocopy from a drawn original. Double-sided | 


adhesive tape allows movement of templates 
and rearrangement at any time. 











cs a 
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3. NO COSTLY TRACING OR DRAFTING. 
As the layout progresses, photocopies of each 
completed plate are made quickly and easily on 
a Peerless vacuum-bed printer. From these, any 
number of vellum positive reproductions can 
be made in exactly the same way. Millwrights 
work directly from blueprints made from these 
copies when installing machines and equipment. 
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Packard’s plant layout procedure 
cuts drafting hours and saves $$ 


PEERLESS PHOTOCOPY SYSTEM 
SLASHES LAYOUT PLANNING COSTS 


Originally developed by our Detroit distributor, Industrial Photo 
Products Co., this modern plant layout system has been installed 
in many mass production plants in the automotive capitol. 


It is now available on a national basis through Peerless 
Photo Products, Inc. and its distributors, who can supply all 
equipment and materials used in the procedure. 


for complete and 

PEERLESS italian 
PHOTO 

PRODUCTS 


Send today for 
free leaflet 
MODERN PLANT LAYOUT. 


PEERLESS PHOTO PRODUCTS, INC. 
Shoreham, L. I., New York 


Distributors in: Los Angeles * Chicago « Cleveland + Detroit + Pitts- 
burgh * Buffalo * Tulsa + Dallas » Houston + Salt Lake City + Atlanta 


4. FOR CONFERENCE AND REFERENCE, Peerless layout plates are hung on walls or laid out 
on large tables so that engineers can view the whole plant area at once. When revisions are required, 
photocopy reproduction replaces slow, expensive drafting. 
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pica body fabrication is 
concentrated in a group of 7 


major sub-assembly areas which feed 
their welded sub-assemblies and com- 
ponents to a series of 5 framing 
bucks for the completion of the body 
structure. 
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As we start our trip through this 
section of the plant with chief layout 
man, Bob Rienecke, cameraman, 
and notebook, we cover each main 
sub-assembly section leading to the 
final framing bucks. 

Selecting the Packard front seat 


ee al 








for following operations we find 2 


hydromatic presses: (a) welding the 
lower-back seat (44 spots), and (b) 


welding front reinforcement. 


Approximately 10 component 


stampings are assembled to complete 


the seat. Smaller components are 
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Components for 
the Packard 
front seat are 
placed in this 
fixture for final 
welding of the 
seat assembly. 


One of the many 
stations in the 
“miscellaneous” 
area. These op- 
erators are per- 
forming work 
on the rear floor 
pan extension. 


Three automatic press welders located in line for producing the under-body assembly. 

Welders in left foreground (rear floor sub-assembly) and right background (front 

floor sub-assembly) feed to center unit where front and rear assemblies are joined 
into 15-foot reinforced under-body for the 4-door Clipper. 


q “Ua 
a hw 


fabricated in individual fixtures and 
welded with portable guns and sta- 
tionary spot welders. 

All components are placed in a 
special seat welding fixture served 


by 6—75 KVA welders. 


“Miscellaneous” welding area 
Our next stop is at an area where 
all of the miscellaneous components 
which do not fit into the 6 other sub- 
assembly stations are fabricated. 
Among the scores of operations 
handled here we find: drilling oper- 
ations on garnish mouldings, clinch 
nut operations on rear floor exten- 
sion pans, production of gas tank 
pocket and folding arm rests, weld- 
ing battery boxes, sub-assembly of 
rear floor pan extension and sub- 
assembly of the radiator cradle. 
These are only a few of the many 
operations and parts produced or 
sub-assembled, so it will be evident 
that the area is equipped with a vari- 
ety of small machines, welding equip- 
ment and special tools and fixtures. 


Under-body assembly 

Now we arrive at a station where 
more massive equipment is required. 
There are three large automatic press 
welders located in line to complete 
the under-body. 

We view the operations on the 
under-body assembly for the 4-door 
Clipper. 

Welder No. 1 — The rear floor, 
tire well and gas tank reinforcing 
straps are loaded and 56 spot welds 
are completed in a single hit. This 
unit has 14 transformers, 55 KVA 
each. 

Welder No. 2 At the opposite 
end of the station the front floor pan 
sub-assembly is loaded including: 4 
cross bar members, seat track rein- 
forcement and front and rear sections 
of front seat pan. Two hits produce 
180 spots. This unit has 32, 55 KVA 
transformers. 

Welder No. 3 The front and 
rear floor sub-assemblies now feed 
to the third welder located in the 
line midway between these two units. 

Reinforcements are added and 
the 60 spots produced in one hit to 
complete the 14 ft. under-body. Weld- 
er No. 3 also has 32, 55 KVA 


tra nsforme rs. 
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Roof sub-assembly 

At our next stop we see a roof for 
the 4 door Clipper being removed 
from one of the large portable racks 
in which they are transported from 
the stamping source. 

The roof gets a careful inspection 
for metal finish and is then loaded 
into a welding fixture in an inverted 
position. 

Drip mouldings and upper back 
light re-inforcement are now welded. 

A sound deadener pad is applied, 
and the roof is then transferred to 
an overhead conveyor for delivery 
to the framing bucks. 


Gas tank and 
wheel house assembly 

To produce the wheel house assem- 
bly, inner and outer wheel house 
panels are joined on 2— 100 KVA 
roll spot welders operating at 16 ft. 
per minute. 

Gun welders then add miscellane 
ous brackets, and the completed parts 
feed to the framing department. 

First operation on the gas tank is 
to solder the gas line into the upper 
half of the tank followed by projec- 
tions welding the float ring. By slat 
conveyor the upper and lower sec- 
tions travel to a spot welder for 
tacking and then to a seam welder 
for joining the upper and _ lower 
halves. 

A filler pipe is then soldered in, 
and the tank travels by roller con- 
veyor to an underwater pressure test 
(14 Ib.). 

Float gauge is added on another 
roller conveyor, and tanks then go 
to a storage and delivery conveyor. 


Quarter panels 

Now we arrive at a concentration 
of operations conducted in a series 
of eight fixtures located on a con- 
veyor “merry-go-round”. Four of 
the fixtures are for left hand and 
four for right hand quarter panels. 

After the upper and lower quarter 
panels are loaded into the fixture, 
and clamps set, the two are joined 
by welding. Portable 50 KVA gun 
welding units (14) are carried on 
overhead conveyors to service the 
merry-go-round. 

Next the lock pillar face and trunk 
drain trough are welded. 
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Welding the 
drip mouldings 
to roof sub-as- 
sembly for the 
4-door Clipper. 
Storage and 
transport racks 
are visible in 


background. 


A series of 8 
fixtures ona 
merry-go-round 
with drag con- 
veyor are used 
to complete 
quarter panel. 
Four of the fix- 
tures are for left 
hand and four 
for right hand 
panels, 
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Except for two small parts, all components for the complete body side assembly are 
loaded onto this fixture car for welding. Operations are handled progressively as this 


car (one of 8 on a merry-go-round) is conveyed through eight stations. 
served by twenty-two 50 KVA guns. 


The area is 








| Close-up of one of the five framing bucks in which the complete body assemblies are 
tack welded into rigid one-piece units. The roof will be added to this structure before 
the body leaves the framing buck. 





the 





The quarter sections are now trans- 
ferred to an adjacent 8-fixture merry- 
go-round for complete body side 


assembly. 


Body side assembly 

At this station we see all com- 
ponents for a complete body side 
assembly loaded onto the fixture at 
one point, except for 2 small parts. 

Starting with the completed quart- 
er panel assembly (loaded from pre- 
ceding merry-go-round), the various 
components are added and welded 
at each of 8 stations. In turn come 
the center pillar, rocker panel “out- 
er’, front cowl assembly, roof rail 


“outer”, wheel house and rear floor 


On the re-spot and gas welding line, these men are gas welding joints at 
rear end of the quarter panel, which must be structurally sound bui 
are not applicable to arc or spot welding. 


pan extension (from “miscellaneous” 
area). 22, 50 KVA guns are used 
at this station. 

An air cylinder chain hoist is used 
to unload the completed body side 
assembly from the merry-go-round 
at a point adjacent to the line of 
framing bucks. 


Final framing operations 

Now we come to the line of 5 
framing bucks for completing the 
body assembly. They are for: (1) 
Clipper 4-door, (2) Clipper hardtop, 
(3) Packard 4-door, (4) Packard 
hardtop, and (5) Carribean. Stations 
1 and 3 and 2 and 4 have inter- 
changeable facilities for model pro- 


duction. Each framing buck is 
equipped with 12—50 KVA _ gun 
welders. 

On loading the framing bucks the 
major sub-assemblies are added in 
the following sequence: (1) under- 
body, (2) side assemblies, (3) upper 
and lower back panels, (4) wind- 
shield frame and dash panel, and 
(5) roof. 

After framing in the buck all parts 
are tack welded to form a rigid one 
piece unit for handling. 

The completed body frame is now 
removed from the buck and trans- 
ferred to a “body truck” which will 
carry the unit through all subsequent 
welding, metal finishing, painting 
and other operations to the final 
“drop” on the assembly line. 

The “truck” deserves more than 
a passing description, for it holds the 
responsibility for delivering a com- 
pletely finished body to the assembly 
line, without distortion, from the 
time it is originally loaded at the 
framing bucks. Constructed of heavy 
tubing and angle iron, it is designed 
to properly support the body. Most 
of the travel is by floor type drag 
conveyor, but the truck has wheels 
for floor transfer at a few points be- 
tween conveyors. The trucks also 
can be supported by self contained 
hooks from an overhead monorail 
(used for return to fabrication from 
assembly after leaving the body 


“drop” - 


Re-spot and gas welding 
and metal finish line 
The completed bodies entering this 
to Page P-62—> 


Forming operation jor the Packard front fender. The 
fender is made in one piece in the vendor’s stamping 


department. 
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. JOHANSSON 
GAGING 
EQUIPMENT 


Assures You Precision 
to the Finest Degree to 
Meet Your Requirements 
—Backed by the Name 
Supreme in the World 
of Measurement. 






Swedish Johansson Gage Blocks 
are checked for accuracy by the’ 
latest scientific method, the atomic 
light, utilizing the  lightwaves 
emitted from the Mercury isotope 
198, now in use at the standard 
Bureaus throughout the world. 

































GAGE BLOCKS 


(JOHANSSON) and accessories: 
Short deliveries. Inspection and _ reconditioning 
service available at our plant. 


INTERNAL INDICATORS 


(for inside measurements .155 to 24 inches) Scale 
range plus or minus .001 graduated to .0001 and 
minus .020 graduated to .0001. 





MIKROKATOR 


(Amplifier—for outside measurements) Gradua- 
tions .0001 to .000002 or .001 M to .0002 M. 


OTHER JOHANSSON PRODUCTS 


Micrometers, Snap Gages, Extensometers, Dyna- 






mometeis, Hardness Testers, Surface Finish In- 
dicators, Interferometers, Plugs, Rings and Special 
Gages. 


Write for Literature 


SWEDISH GAGE COMPANY 


JOHANSSON GAGE CO. — DIVISION 
10641 HAGGERTY AVE. e BOX 4086 NORTHEASTERN STATION e DEARBORN 1, MICH. 
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For nearly 30 years industry has 
relied on this famous Rooster 
Trade Mark for Skin Cleansers 
and other Pax Products of out- 
standing quality and unequaled 
economy ... products that have 
stood the test of time . . . proven 
by actual use to be the FINEST 


in every price range. 


BETTER QUALITY > LOWER ACTUAL USE COST 
BETTER WORKER MORALE 


YES, IT WILL PAY YOU TO TEST AND THEN 
USE THE PAX GRANULATED SKIN CLEANSER 
MOST SUITABLE FOR YOUR PLANT OPERATION 








PAX ALSO PRODUCES A COMPLETE LINE OF SPECIALIZED 
SKIN CLEANSERS, COSMETIC CREAMS AND LOTIONS, MAIN- 
TENANCE AND METAL CLEANERS. THEY'RE YOUR BEST BUY! 


Packard Motor Car Company has used 
PAX for many years .. . they know! 


LOOK for the PAX ROOSTER 


for it's Your Assurance of a Superior Product 


G. H. PACKWOOD MANUFACTURING COMPANY 


Manufacturing Chemists 
1563 Tower Grove Avenue ° St. Louis 10, Missouri 55-B 
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C OX Cngtneering and Sales Company 


3020 E. CANFIELD DETROIT 7, MICH. WAlnut 1-3094 


EXCLUSIVE DISTRIBUTORS 
OF 
FLODAR-HYDRAULIC STEEL TUBE FITTINGS 
WILKERSON-AUTOMATIC AIR DRAIN VALVES 
FULFLO-RELIEF VALVES AND PUMPS—HYDRAULIC & COOLANT 
UNITED STATES-PRESSURE GAUGES 
ARROW-AIR LINE LUBRICATORS, FILTERS & REGULATORS 
MANZEL LUBRICATING EQUIPMENT 
CAPITAL SUCTION STRAINERS 
VULCAN TOOL CO. JIG GRINDERS AND SPINDLES (AIR OPERATED) 


MANUFACTURERS AND DISTRIBUTORS 
OF 
FREIMAN-AUTOMATIC TROLLEY CONVEYOR WHEEL LUBRICATORS 
FREIMAN-PORTABLE POWER-FLARE TOOLS FOR STEEL AND OTHER TUBING 


STOCKING JOBBERS 
OF 

HOSE AND HOSE ASSEMBLIES FOR HYDRAULICS, 
AIR LINES, LUBRICATING LINES AND STEAM LINES 

STEEL TUBING AND COPPER TUBING 

LINCOLN LUBRICATING EQUIPMENT 

GREENLEE TOOL CO.-HYDRAULIC TUBE 

BENDING TOOLS 
IMPERIAL-TUBE FABRICATING TOOLS 
COMPLETE ENGINEERING AND INSTALLATION FACILITIES 
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Packard uses Wyandotte cleaners in small 
soak tanks, to rid parts of cutting oil and 
soil; and in spray washes and spray rinses. 


Packard parts begin life with a Wyandotte bath 


In the production of the great new Packards for 
1955, Wyandotte products are used in vital clean- 
ing processes: ALTREX* for aluminum soak cleaning; 
INpUsTRIAL D in spray washers, to remove fabricat- 
ing compounds and other soils from steel parts; 


R-2 as an in-process rust inhibitor in spray rinses. 


In fact, Packard has been using Wyandotte prod- 
ucts for more than ten years—for more effective 
cleaning at lower use-cost. For in the manufacture 
of fine motorcars, quality is the foremost require- 


ment — and cost is an important factor as well. 





Luxurious 1955 Packard 400 Hardtop — product of Studebaker-Packard Corporation, Detroit, Michigan 


How about your business? Wyandotte offers the 
most complete line of metal cleaners in the industry: 
for burnishing and deburring; vat, steam-gun, wash- 
ing-machine and emulsion cleaning; electroclean- 


ing; rust removal; paint stripping; spray booths. 


For technical assistance and data, call in your 
Wyandotte service representative, today. Or write 
us, c/o Dept. 2315, detailing your needs, along with 
specifications and requirements. Wyandotte Chemi- 
cals Corporation, Wyandotte, Michigan. Also Los 
Nietos, California. Offices in principal cities. 

*REG. U.S. PAT. OFF 


Call on Wyandotte to improve quality, cut costs 
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Wyandotte scientists can set up or dupli- 
cate any spray-washing cycle on this six- 
stage washer, to help solve your problems. 


wae u © war 


CHEMICALS 


J. B. FORD DIVISION 


for metal cleaning 
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yandotte 


Research-developed products 
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\ ACH metal finished body arrives 
l, in the second floor paint de- 
partment on its individual truck via 
a drag conveyor and Ist to 2nd floor 
ramp. 


Other sheet metal body parts such 


as fenders, hoods, fender shrouds 


and stone shields arrive via an over- 
head monorail conveyor. 


system. Other conveyor transfers are 
made automatically). 

Two 144 ft. spray cleaning and 
phosphatizing tunnels are in parallel 


TANK CAPACITIES AND 
TEMPERATURES 


1 — 2650 gal. Alkali Cleaner — 150° F 
2— 2850 ” Rinse 150° F 
3— 1680 ” Phosphatizing 130° F 
| 2080 * Rinse - Cold 

5— Wy ” Chromic Acid 140° F 


A liquid rubber sealer is then ap- 
plied to all welded joints such as 
bulkheads, tail panels, tail lights and 
over and under drip rails. Body then 
enters prime booth. 


Prime coat application (bodies) 


Bodies enter a down draft tunnel 
type spray booth for the application 





There is a 


completely separate 


cleaning and painting system for 


these two classes of parts. Process- 
ing of other miscellaneous parts will 


be described later. 


Metal preparation 


As the body reaches the head of 
the metal preparation line all exter- 
ior surfaces are hand cleaned with 
solvent cleaner, and then the car is 
manually transferred (about 8 ft.) 
to the drag conveyor feeding the 
cleaning and phosphatizing tunnel, 
(there is only one additional manual 


transfer point in the entire painting 





locations for the body and_ sheet 


metal (miscellaneous parts lines). 
Processing in the tunnels is identical. 

Parallel 80 ft. dryers follow. There 
are downdraft ovens employing over- 
head blowers with gas as the heat 


source. Drying is at 300° F. 


Glazing and sealing bodies 


A glazing line for bodies follows 
the cleaning and bonderizing. All 
soldered joints are glazed with knife 
blade glazing putty. Windshield posts 
and recesses at corners get a brush 


glaze. The material is applied to the 


“hot” body at it leaves the dryer. 


of the “rust” color primer surfacer. 
Operators spray all accessible exter- 
ior and interior surfaces. The prime 
coat material is chosen for its stabil- 
ity and resistance to bleed under lac- 
quer colors and for resistance to 
impact. 

Bodies then pass through a vesti- 
bule for “flash off” of solvent and 
enter an oven for a bake at 285° F. 

Immediately following prime coat 
baking, the bodies pass through a 
cold water shower for cooling and 
hardening. 

The “shower” is followed by wet 
sanding of all exterior surfaces. Ma- 











llowing the baking of 
st lacquer coats, dust and 
hoisture-proof paper is ap- 
lied to finished “lower halj 
ody” and jams for mask- 
8 prior to painting the 
“upper body”. 












Dual cleaning and phosphatizing 
lines prepare the white metal for 
painting. Tunnel at left is for 
bodies only (drag conveyor). All 
miscellaneous “sheet metal” goes 
through parallel tunnel at right 
(overhead monorail). Tanks range 
in capacity from 1070 gal. for 
chromic acid to 2850 gal. for 
rinse. 


These bodies have just come from 
the cooling and hardening shower 
which follows the prime coat bake 
oven. Men in background are ma- 
chine wet sanding the prime coat. 
Man in foreground wet sands, by 
hand, the surfaces not suited to 
machine sanding. Sanding re- 
moves approximately 1 mil of 
coating and leaves a mirror-like 
surface. 


This is the type of air conditioned 
down-draft spray tunnel in which 
lacquer color coats are applied. 
Sixteen different colors are avail- 
able to each sprayer through a cir- 
culating system from paint storage 
room. The four lacquer coats are 
applied to bake out to specific 
thickness. Ovens following spray 
rooms have controlled zone heat. 


chine sanding is employed except 


where hand sanding is required for 





surfaces not suited to machine sand- 
ing. Sandpaper is 320 grit. Sanding 
removes approximately 1 mil of 
primer and leaves a mirror-like sur- 
face. The remaining primer is sufh- 
cient to “fill” the metal and _ thin 
enough to prevent field checking in 
cover coats. 

An on-the-line blower dries the 
body for inspection and pick up of 
any imperfectly sanded surfaces. 

The body is then conveyed through 
a power “shower” to wash off all 
sanding residue. A hand wash sta- 


tion follows for pickup of any possi- 
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Typical material supply set-up 
for a sprayer on a lacquer 
spray line. A quick attachment 
of gun to any one of the 16 
hose connections and the chos- 
en color is immediately avail- 
able through the circulating 
system from paint storage 
room. Air and material pres- 
sures are regulated by super- 
vision only. 


Lower right: This small panel 
controls the complete con- 
veyor system in the paint de- 
partment. A single synchro- 
nizing know (lower right) can 
be used simultaneously to in- 
crease or decrease conveyor 
line speeds. 


ble remaining residue. There is a 


compressed air “blowout” of the 
interior and any entrapped water. 

An 80 ft. dryoff oven follows 
temperature 220° F. 

Next is a “sealer and deadener” 
booth where a bituminous material 
is applied to all welded joints fol- 
lowed by a spray coating for the 
floor, bulkhead and sides and wheel 
housing of trunk. Joints are sealed 
first, followed by the overall spray. 

Bodies now enter staggered water 
wash spray booths with elevated con- 
veyor sections for the application of 
a black rust proofing coat to the 
underbody and the interior of the 
body rocker panels. A special spray 
gun with a long nozzle extension is 
used for the rocker panels. 


Lacquer finish coats 
First operations in the application 
of finish coats follow in a 100 ft. air 
conditioned (humidity and temper- 
ature controlled), pressurized, down 
draft tunnel. 
The _ first 


spraying are 


operations preceding 
blow off, tack rag 
cleaning and the application of tus- 
con red on all bare or thin edges. 

The majority of current cars are 
in “two-tone” so that color applica- 
tion is divided. All lower panels are 
finished complete (4 coats) in this 
first finish coat spray room. Upper 
areas get 1 coat to highlight surfaces 
for inspection. 
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Approximately 114 minutes is al- 
PI ) / 


- 


lowed for drying between each coat 
of the 
Then there is a 4 minute flash off be- 


4 coat lacquer application. 


fore entering the oven. 

The finish is then baked in a 
balanced, pressurized gas connection 
oven with 4 equal length zones. 

Zone temperatures are: Zone 1 - 
120° F, Zone 2— 130° F, Zone 3 
210° F and Zone 4, — 220° F. 

A wide radius curve in the con- 
veyor passes a well lighted (fluores- 
cent and daylight) inspection station. 
Any “high” or “low” spots are then 
corrected. 

Dust and moisture proof paper is 
then applied to finished lower half 
bodies and jams. Tape is automatic- 
ally applied to the paper edges on an 
“apron taper”. 

Any upper body defects marked 
by inspectors are then sanded fol- 
lowed by blow off, tack rag, and 
spray of any bare edges with primer. 

The second finish coat line for 
upper bodies operates in similar 
sequence to the first or lower body 
line. (4 color coats) 

As the bodies leave the finish coat 
bake the masking paper is removed 
by operators who also transfer the 
bodies (2nd break in conveyor) to 
the polishing line. 

Both machine and hand wet sand- 
ing is now done using 400 grit paper 
to remove approximately 4% mil. 
(Magnetic gauges are used). 


Next in line is a 300 ft. well lighted 
and air conditioned polishing room. 
Electric motor polishers with syn- 
thetic wool polishing pads and liquid 
machine polish provide the final sales 
floor lustre. 

Final inspection is accomplished at 
an 80 ft. inspection station. Bodies 
passing inspection are transferred to 
a “trim line” for the application of 
glass and exterior trim. 

Any bodies rejected for minor de- 
fects at final inspection are immedi- 
ately repaired and sent through a 
“repair” oven adjoining the final 
inspection line. > 




































“Sheet metal” finishing 
line uses flow coating 

Fenders, hoods, fender shrouds, 
stone shields, etc. receive a flow coat 
application of black synthetic enamel 
as a first coat. The flow-coat machine 
has 28 nozzles under medium pres- 
sure. Material is circulated from a 
250 gal. adjacent supply tank. The 
monorail makes three passes through 
the drain chamber for a total of 
210 ft. 

The black first coat gets bake in a 
U type oven at 385° F. 

Parts are transferred and scheduled 
for finish coat on the basis of teletype 
instructions covering car model and 
monorail to 
a point at the head of the “sheet 
metal” finish coat line. Here sched- 
uled parts are loaded on fender and 


color. Transferred by 


hood bucks (floor type conveyor). 

Dry sanding (240 grit paper) fol- 
lows, then tack rag, then tuscon red 
for bare edges. The parts then pass 
through a 75 foot spray booth in 
which the final 3 coats are applied. 

The color coats are baked in 2 
zones, 150° F and 220° F respec- 
tively. 


Section of paint storage room from 
which material is delivered to point 
of application through closed cir- 
culating system. This storage room 
houses 22 dual units, each consist- 
ing of a separate mixing tank and 
supply tank, plus 11 single units 
combining mixing and supply tank. 
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Finishing steps for both bodies 
and “sheet metal” include wet sand- 
ing, polishing, buffing and inspection. 

Delivery is by teletype order to 
front end assembly on the ground 
floor. 


Interior finish paint line 


Another paint line is utilized for 
finishing interior parts such as the 
instrument board, glove box, garn- 
ish moldings, etc. 

From the “sheet metal” cleaning 
and phosphatizing machine these 
parts go to a separate finishing line. 

After prime coat is applied the 
parts are dry sanded, and then flow 
to cover coat spraying. 

In the first booth a single coat of 
color is applied to backs. In a sec- 
ond booth Ist and 2nd color coats 
are applied to the face. 
color and 
8 


Parts are routed by 


body type. There are different 


interior colors. 


Paint mixing and handling 


A fireproof paint mixing room 


View of polishing 
line for final fin- 
ish on “sheet met- 
al” parts. The 
spectal support- 
ing conveyor cars 
carry such parts 
as hoods, front 
fenders and fend- 
er guards. 


(mezzanine) houses 22 dual units, 
each unit consisting of a mixing tank 
and supply tank plus 11 single units 
combining mixing and supply tank. 
All paints are agitated in the delivery 
drum before loading tanks. 

All paint supply from this room 
is in a continuous circulating system. 
Pressure is 60 lb. at discharge and 
25 lb. on return. 

At least 17 different colors are 
supplied through the circulating sys- 
tem. In the spray booths provision 
is made for immediate change over 
of colors by merely attaching the gun 
to any one of a series of supply lines 
serving each sprayer. 

Any “special” color desired can 
be applied through the use of one of 
a series of 5 gal. pressure tanks used 
as standby. The tanks are designed 
to take a 5 gal. paint can and each 
has its own agitating mechanism. 

This extreme flexibility in the use 
of colors should be of interest to all 
of fabricated 


manufacturers metal 


products. 












































BONDERITE 
corrosion resistant 
paint base 
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The 1955 Packard Patrician 
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Bonderi! 


For lasting fine finish... gy 
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bodies and sheet metal have 


BONDERITE under the paint! 


@ To protect and preserve the beauty 
of Studebaker-Packard’s great cars, 
bodies and sheet metal parts are 
treated with Parker Rust Proof Com- 
pany’s Bonderite before application 
of the paint. 

Bonderite is the standard corrosion 
resistant paint base in the metal 
finishing industry. Use of this remark- 


PARKER 


*Bonderite, Bonderlube, Parco, Parco Lubrite—Reg. U.S. Pat. Off. 


Since 1915—Leader in the Field 


RUST PROOF COMPANY 


2157 E. Milwaukee, Detroit 11, Michigan 


able product adds finish durability 
by anchoring the paint, by resisting 
corrosion, and by confining finish 
damage to the site of the injury in 
case of scratch or dent. 

Parker is proud that Bonderite is 
used as a quality feature on the beau- 
tiful new Studebakers and Packards 
for 1955. 


BONDERITE and BONDERLUBE PARCO COMPOUND PARCO LUBRITE TROPICAL 
aids in cold forming rust resistant wear resistant for friction heavy duty maintenance 
of metals surfaces paints since 1883 

















FRAM CORPORATION, Providence 16, R.1. Fram Canada Ltd., Stratford, Ont. 
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WHAT’S NEW in paint circulating systems 

















Packard’s new Binks Paint Circulating System means that components can be 
spray painted in different parts of the new Conner Avenue Plant and arrive 
at the assembly line with identical finishes. Insert: Binks mixing room. 





Bink’s paint system helps Packard attain 
‘‘Complete Coordinated Cooperation’”’ 


Here’s how a closed-type Binks 
Paint Circulating System in- 
sures Packard’s quality control 


The lacquer sprayed by every paint 
spray gun in Packard's new Con- 
ner Avenue Plant in Detroit comes 
from a central source. This insures 
that parts painted in one end of 
the plant will perfectly match those 
finished in another section. 

Paint for all operations is pre- 
pared under laboratory control in 
a fireproof paint mixing room 
which houses 22 dual tanks,. (each 
consisting of a separate mixing 
tank and supply tank) and 11 


EVERYTHING 7OR 





single units which combine a mix- 
ing and supply tank. Paint is mixed 
and maintained at 77° F. Color and 
viscosity are precisely controlled. 

16 colors are piped from the 
tanks to all spray stations. In a 
matter of seconds, any sprayer can 
connect his gun to the line carrying 
the desired color. Uniform and 
measured paint delivery to each 
gun is assured by the use of Binks 
PM-103 Regulators. Atomizing air 
pressure is closely controlled by 
Binks AO-120 Oil and Water Ex- 
tractors at each station. 

The Packard paint circulating 
system allows 52 possible color 
combinations and is set up to 


apply 4 coats of lacquer in 2- or 
3-tones. More than 400,000 gallons 
of lacquer are used each year. 
Packard's choice of a Binks paint 
circulating system and Binks equip- 
ment is another example of how 
that company maintains ‘‘Complete 
Coordinated Cooperation” in all 
production. 
If your production setup has 2 or 
more spray stations using in excess 
of 50 gallons of paint each day, it 
will pay you to investigate this 
type of installation. The more paint 
you use, the greater your savings. 
To learn of the many other advan- 
tages of a Binks Paint Circulating 
System, see your jobber or distribu- 
tor, or write directly to: 


BINKS MANUFACTURING COMPANY 3122-40 Carroll Avenue, Chicago 12, Ill. 
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On the body trim line, chrome mouldings are 
being added around the windshield and on 


the doors. 


SSEMBLY 


Packard and Clipper cars start 


operations on the 
on the second floor soon after the 
body leaves the paint department. 

Assembly starts on the body which 
is mounted on a 4—wheel body truck 
pulled by a floor-type drag conveyor. 

First, an instruction container is 
attached to the front side of the bulk- 
head. This container carries schedul- 
ing instructions as to the model, 
color, etc. for the individual body to 
which it is attached. 


The following parts are then 


Windshield, 


side windows, 


back 


exterior 


added: window, 


trim, tail 
lights, power lift for windows, hand 
brake brackets, ventilator window, 
panel between back seat and trunk 
(or deck) lid. 

Some of these parts, such as the 
ventilator window units, are pur- 
chased completely assembled, while 
other parts, such as the other win- 
dows, are sub-assembled near the 
point of installation. 

The body then moves down a ramp 
to the main floor of the plant into 
a second “trim” section. 

Here more component parts are 
added, including the following: In- 
terior moulding, panels, emblems, 
rubber weather stripping, wind cord 


around door, 


center pillar trim, 


heater and defroster. The head lin- 
ing is installed into body and proper- 
ly located into position (to be 
“steam” form-fitted later). The steer- 
ing column bracket, ventilator, back- 
light, plenum chamber, instrument 


panel, speedometer, hand brake and 


rear view mirror follow in order. 
Three strips of fiber cloth (vibra- 
tion deadener) are glued to top side 


of plenum chamber before the instru- 
ment panel is fitted in place and 
bolted in position. The instrument 
panel is sub-assembled nearby. The 
decorative moulding added around 
the windshield also covers the screws 


which fasten the top side of the 


instrument panel to the plenum 


chamber. 
used to 
check the back-up lights, radio, panel 
lights and _ tail 


Electrical power is now 
lights. Instrument 
panel wiring is also checked with 
box-type Here 


each car is closed tight and steam 


instrument device. 
is injected in the interior to shrink 
the head lining trim into a tight fit. 

The body is then transferred easily 
by hand to a cross-over drag con- 
veyor feeding three trimmed body 
storage lines which can accommo- 
date 84 car bodies. 

Adjacent to the trimmed body 


storage are major sub-assembly lines 


Left: “Body drop” area on the main assem- 
bly line. At right another car body will be 
hoisted on same padded hanger, and deliv- 
ered by overhead conveyor to drop posi- 
tion as next chassis comes down the line. 
Double steel-slat floor level conveyors move 
the cars down the long assembly line. 





sem- 
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for bumpers, hoods, and radiator 
grilles. Also nearby, the front end 
assemblies are built up on holding 
fixtures on an oval-shaped “merry- 
go-round”. This fixture permits the 
accurate positioning of right and left 
fenders, radiators, grilles, fresh air 
vents, headlights, and power brake 
booster tanks. 

The complete front end assembly 
is then delivered by overhead con- 
veyors to its “drop” position on the 
main assembly line. 

Front and rear seat assemblies are 
made on a balcony section per sched- 
ule of one hour ahead of final 
assembly. 


Above: Overhead conveyors crossing main 
assembly line and curving 90° to parallel 
main line. Conveyors, carrying front ends, 
gas tanks and seats, dip down along the as- 
sembly area for removal of sub-assemblies. 


Right: A special C-type hanger is used to 

lift front seats from the conveyor hanger 

and insert them into position through the 
right front door. 


Final assembly 


The final assembly line starts with 
the chassis frame (which has been 
assembled on a line running at right 
angles to the head of the main line). 
The chassis frame is in an inverted 
position on its sub-assembly line and 
then turned over for assembly of 
wheels and other parts. 

The completed chassis frame as- 
sembly is then delivered onto a steel 
slat-type (flush with the floor) con- 
veyor and over a long assembly pit, 
which is the main assembly line for 
the car. The motor is first lowered 
onto the chassis, bolted in position, 
and connected to the drive shaft. The 
muffler, exhaust and steering mech- 
anism are tied up. 

A scheduled body is rolled off one 
of the three storage conveyors and 
is delivered by overhead conveyor to 
body decking position on the main 
assembly line. The body truck is re- 
turned by overhead conveyor to the 
body framing department. 

The gas tank arrives by an over- 
head storage and delivery conveyor, 
and the electric harness for the gas 
float is installed in position before 
the tank is installed to underside of 
the body. 

Various operations such as instal- 
lation of air cleaner, battery, rocker 
moldings, ete., are performed. The 
front end assembly is next located to 





Tubeless tires are inserted on rim, given partial 
inflation to hold bead against rim during final 
inflation in ferris wheel fixture. 


the body (similar to body decking) gay 


to complete the full car. ‘ 

On the main assembly line, special 
air operated lift mechanisms make 
heavy lifting by employees unneces- 
sary. Such operations include posi- 
tioning of hood, bumpers and front 
seats onto the car from delivery con- 
veyors. For example, the front seat 
is positioned with a C-type handling 
device which permits use of an over- 
head hoist. One worker, using the 
C-hook. lifts the seat off a cradle 














hanging from overhead conveyor and 
inserts it through the right door 
opening into the body at the end of 
the final assembly line. The car is 
serviced with gasoline and water or 
anti-freeze where the completed new 


car is first started up. 


Inspection 

A general quality control inspec- 
tion is given before the car is driven 
off the assembly line onto the roll 
test. At the roll test operation, the 
rear wheels of car drop into two sets 
of large rolls which permits the rear 
wheels to revolve while the car re- 
mains stationary for checking the 
function of the axle, transmission, 
motor, etc. 

The car is then driven to the final 
test line paralleling the final assembly 
line. 

At the first station a toe-in machine 
checks the front end alignment. At 
the same time headlights are adusted 
and headlight trim is added. 

The car is driven onto single- 
strand steel, floor-type conveyor, with 
right wheels on the conveyor and 
left wheels rolling on the plant floor. 
The first 80 feet of this line includes 
a floor pit where final hose and 
under-car adjustments are made. 

The car then enters a combination 
water test and car wash booth where 
70 nozzles spray up to 280 gallons 
per minute. A worker inside the car 
checks for leaks and marks them for 
repair. 

After adjustments from the inside 
are made to tighten up the doors 
against leaks, water is then hosed 





over the car as a check to see if 
proper adjustment has been made. 
The door trim panel is added (this 
is assembled nearby about 30 min- 
utes ahead of use). Then the “pork 
chop” trim (continuation of panel 
onto the front door) is added, fol- 
lowed by hardware (such as door 
and window handles). 

The car then passes onto a double- 
strand conveyor which has variable 
inside and outside 


speed between 


conveyor permitting the car to 
make a 180 


direction on the conveyor. 


turn without changing 


Dual paint repair line 

Near the end of the line there are 
dual paint touch-up lines each of 
half the 


there is 


which can accommodate 


hourly production. Thus 
ample time for final touch up. Other- 
wise it would result in reworking 
going in a circle—bottlenecking an 
otherwise efficient production line. 

On a final delivery line, the front 
carpet and front door scuff plates and 
other appointments are added. Cover- 
ings are spread over the carpet and 
front seat. A kit of tools is placed 
in the trunk. 

All cars are given a rigid final in- 
spection. Any minor adjustments are 
made before the cars are driven from 
the plant. 


es . 
Body fabrication 
—> from Page P-48 
line are gun welded, picking all area 
that 


yreceding operations. 
} 2 


reached in the 


As the body 


could not be 



















































































line 


proceeds along the within a 
booth, various operations such as arc 
and gas, welding, soldering, solder 
grind are performed. Leaving the 
booth, the front and rear doors and 
deck lids are positioned and installed 
on the body. 

After these operations, the body 
in white is complete except for in- 
spection and metal finishing of any 
metal defects, solder joints, and weld 
marks. The body moving down this 
line is checked for general door fits 
and windshield and back light open- 
ings and repaired where necessary. 
At the same time metal ding and 
finish men repair this exterior sur- 
face of the door and quarter panels. 
The body, on reaching the end of 
the line, is given a final inspection 
and then is another 
conveyor which will deliver it to the 
Paint Department. 


transferred to 





is 



























Above: A small section of final motor 
assembly line at Utica plant. 


UTICA 


Left: One of three fully-automatic 
machines for coating operations at 
Utica plant. This machine is used for 
lubrite on steel cam shafts—I1 sta- 
tions, 50 racks per hour. Another 
machine is used for immersion tin 
on aluminum pistons—14 stations, 50 
racks per hour. A third machine is 
used for sulphuric acid anodizing of 
miscellaneous parts—I2 stations, 40 
racks per hour. 
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~ ' , ao) One of the large multiple-retort underfeed stokers in which 
i 1 + Te Blue Diamond coal is burned to provide heat and power for 


the Packard plant. 























WUE DIAMOND COAL! “~~ 


Down through the years, Packard and Blue Diamond have 
earned that priceless possession — public confidence. Today 
Packard forges ahead anew — prepared to challenge the future 


with ultra-modern concepts of styling and engineering. 





Blue Diamond, for 50 years, has been developing modern prepar- 
ation facilities which insure American industries, like Packard, of 
the utmost in heat and power at low cost. Blue Diamond Coal, 
used by Packard, is a specification steam fuel — sized and 


blended to order, to fit the particular requirements of each plant. 


Blue Diamond Coal generates more steam 
for your coal dollar and we should like to 
submit the facts to you. 


Modern combustion controls in the Packard 
power plant assure the most efficient and eco- 
nomical conversion into useful energy of the 
latent heat in Blue Diamond coal. 


oo 
Kees 


¢o 805 DIXIE TERMINAL BUILDING 
* CINCINNATI 2, OHIO 


CHICAGO DETROIT MINNEAPOLIS LOUISVILLE 
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The new Packard... 
—> from Page P-7 


public, but the preliminary reactions 
have been exceedingly gratifying. 
Dealers placed over 25,000 advance 
orders, highest in Packard history, 
before they had even seen the cars. 

We believe that the Clipper line, 
designed for the medium priced field, 
has a greater opportunity for 1955 
in that field than when it was planned 
two years ago, because it offers in- 
dividuality in that price class at com- 
petitive prices... 

As to our second objective, the 
development of a new management 
team, the plan followed was to make 
up the group equally from three 
principal sources. These were exper- 
Packard 


brought from other companies in the 


ienced people; executives 
industry to secure the industry out- 
look; and executives from other in- 
dustries who would give us a fresh 
point of view. With this new young 
team in place, average age of the top 
26 executives was reduced from 59 
to 46. 

Regarding our third objective, the 
modernization of our manufacturing 
facilities, a multi-million dollar pro- 
gram carried out in the last year has 
given the company the most modern 
facilities in the industry. 

It was carrying out these basic 
objectives that motivated our pro- 
ceeding to join Studebaker as the 
fourth full-line producer in the auto- 
mobile industry last October 1. Here, 
briefly, is the operating philosophy 
on which the new corporation is go- 
ing forward: 

Market coverage: To build a truly 
full-line automobile manufacturing 
company with passenger cars in four 
distinct price classes and commercial 
trucks in the 


weight class. 


light and medium 

Product philosophy: To offer cars 
of advanced, distinctive, and indi- 
vidual design and styling; but in 
keeping with industry patterns, engi- 
neered and built to quality standards. 

Type of organization: We will 
work for maximum integration with- 
out sacrificing product distinctive- 
ness and other benefits of decentrali- 
zation in This 


conform to the 


our lines of cars. 


organization will 
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most successful industry pattern of 
the multiple-line producers, yet re- 
tain for us the individuality of each 
car line. 

Management: To build a manage- 
ment team based on realignment of 
functions to conform to our type of 
organization pattern. 

Dealer add 


strength by taking advantage of our 


organization: To 


multiple lines of products and fran- 
chising only to a limit of the market; 
by following the policy of maintain- 
ing a relationship of common inter- 
est with the dealer as a businessman. 

Facilities: To continue an aggres- 
modernization 


sive program of 


geared to volumes of reasonable 
expectation. 

We have only made a start at car- 
rying out the program for which we 
have set the base in our operating 
philosophy. One of the first benefits 
has been in holding the price line on 
the 1955 cars, although we have built 
in more quality and a great deal more 
cost. We can do this because of the 


benefits of our modernization pro- 
gram and from manufacturing sav- 
ings as a result of combining some 
operations with Studebaker. By keep- 
ing our cars directly competitive in 
their price classes, we feel that we 
underwritten a_ sales 


have year to 


meet the goals we have set for 


production. 

At Packard, production has been 
scheduled at 100,000 cars for this 
year. We feel that 1955 will be a 
good year for the automobile indus- 
5,600,000 
produced. This will be about 400,- 
000 more than the 1954 production, 
and the increase should result from 


try with passenger cars 


the high income levels; from the level 
out within the industry by which the 


gap is narrowing, competitively 


speaking; and from a much more 


effective dealer and selling activity. 


Manufacturing... 
—> from Page P-9 


do not meet the high standards 


established. 
Behind the completion of the mod- 


ernization program in record time, 


of course, were the new men who 


make up the manufacturing team. 





Under the operations vice president 
is Neill S. Brown, general manufac- 
directs 
operations of the corporation’s other 


turing manager, who also 
body and assembly plants in South 
Bend and Los Angeles. He was with 
Ford Motor company for 35 years. 
John D. Gordon, director of manu- 
facturing-engineering, came to Pack- 
ard in 1953 after 30 years in various 


engineering and 


assignments con- 
sulting positions. The new plant 


layout, methods and standards were 
worked out under his direction. 
With 


known record as a defense producer, 


Packard’s long and _ well- 
manufacturing studies are being car- 
ried forward to adapt the vacated 
facilities in Detroit to defense manu- 
facturing assignments. The company 
is now engaged in development and 
research on gas turbine engines, 
diesel tank engines, and other proj- 
ects in the field of electronics, such 
as guided missiles. A large part of 
the company’s research and produc- 
tion facilities are expected to be de- 
voted to these projects in the future. 

In addition to consolidations of 


operations already accomplished, 
present working plans will bring into 
both Detroit and South Bend plants, 
some components on which savings 
of several million dollars a year are 
expected. When these manufacturing 
moves are completed, following 
studies now underway, they will re- 
flect additional cost savings to the 


corporation. 


Engineering... 
—> from Page P-11 
low end of its engine speed rather 
than at the high speed. 
We have 


our Ultramatic transmission to give 


completely redesigned 
drivers for the first time a choice of 
with the 


and _ the 


two driving 
fluid 
other with quick getaway and rapid 
over 100 


other features, many of them “firsts” 


ranges, one 
smoothness of start 


acceleration. There are 
such as a windshield wiper which 
cleans the curved surfaces at the side 
of the sweeparound windshields. 
From an engineering standpoint, 
Packard has the most competitive 


yroduct it has had in a generation. 
I g 


FEBRUARY « 1955 finish 





NEW ’55 PACKARD V-8 
with AUSCO 80 Cast Alloy Steel Crankshaft 


Exceeds 150 World Records! 


Be 3 — a 
Ausco 80 Cast Alloy Steel Crank- | ~~ ee : ea 
shafts, identical to the one used ‘ DETROIT — The 1955 
in the record-eclipsing Packard -_ Packard V-8 shattered more 
test car, are standard equipment 
throughout the entire ’55 Packard than 150 world records for 
on stock car speed and durabil- 
These crankshafts have unsur- ity, traveling 25,000 miles at 
passed wear-resistant properties an average of 104.7 mph. 
as well as extra strength with Only minor mechanical ad- 
justments were made during 


minimum weight. 
In casting Ausco 80 crank- the record test runs. 
| ‘| I 4 




























shafts, extremely close tolerances 
are maintained. This minimizes 
final machining and simplifies 
balancing. Hot processing elim- 
inates internal stresses. Crank- 
shafts remain true in machining 
and in operation. 









Designing e Research e Production « 
Inspection e Road and Field Testing... all 
have been working side by side for 
nearly 50 years at Auto Specialties Mfg. 
Co. to make better automotive parts. 
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Crankshafts from each day's production 
are photographed under this million-volt 
x-ray apparatus. 


Among the many products made 
by Auto Specialties Mfg. Go. are 
| Ausco “Y”’ Sec- 





tion Mechanical 
Bumper Jacks— 
| Standard equip- 
| ment on all 1955 
! Packards. 


Ausco Saf- Lift 
Bumper Jacks 
and Hi-Range 
and Standard 
Hydraulic Axle 
Jacks. 





Auto Specialties Mfg. Co., maker 
of the Ausco 80 Cast Alloy Steel 
Crankshafts, are specialists in 
producing castings in the volume 
required for automotive assembly 
lines. For complete details and 
engineering data, send for folder 
on Ausco 80 Cast Alloy Steel. 


Unretouched photograph showing quality 
casting obtained with Ausco 80 Cast 
Alloy Steel. 





Ausco Auto- 
motive Castings: 
Malleable and 
pearlitic malle- 
able iron and steel castings for 
large and small automotive parts. 














Ausco Double-Disc Brakes: 
Self-energized—ready now for 
cars and trucks. 








1955 PACKARD 400 HARDTOP —Powered by 
new 260-horsepower V-8 engine which incor- 
porates AUSCO 80 Cast Alloy Steel Crankshaft. 


AUTO SPECIALTIES MFG. CO. Dept. F-55, St. Joseph, Michigan 
Plants also at Benton Harbor and Hartford, Mich. and Windsor, Ont., Canada. 
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Look what’s happened 
to the glass in cars! 


The pictures tell part—and only part—of the story of 


























What’s happened. Behind this advance from propped- 
up pieces of plate glass to the sweeping Panoramic 
Windshield is the research and engineering of one com- 
pany in particular. 

Most of the new ideas in automcotive glass first 
became realities in the development department of the 
Libbey-Owens’Ford Glass Company. Some were fairly 
easy. Others took years of research, experimenting and 
testing. All have been successful. 

Where will the next great advancement come 
from? Look at this record and judge for yourself! 


| L-O-F was one of the pioneers in the manufacture 
of safety glass for automobiles. 


2? L:O-F actively participated and contributed to 
development of Hi-Test, the superior polyviny] 
butyral plastic bond for safety glass. 


3 L:O-F pioneered volume production of the one- 

piece and two-piece curved windshield, and_ the 

compound curve for back lights to fit streamlined 

design. 

4 L:-O-F pioneered E-Z-Eyve, the blue-green safety 
plate glass and the shaded windshield for passenger 

cars. 

5 L-O-F developed the great new Panoramic Wind- 

shield, the style setter for the future. 


Libbey Owens: Ford is proud to have supplied 
safety glass to Packard for over 25 years. Panoramic 
windshields are being furnished for 1955 models in 
both plain and shaded E-Z-Eye. 





LIBBEY - OWENS - FORD 


Toledo 3, Ohio 
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The Packard Patrician 





Details of the Torsion-Level Ride System 


1 jeature of the new Packards and the 1955 Clippers is a new type suspension system which eliminates the use of coil and leaf 
? springs. As shown in the diagram, two long steel bars running the length of the car takes the shock of road bumps and dips by 

twisting. This means that these road shocks do not reach the car frame and car passengers. A separate load compensator keeps 
| the rear end of the car level with the front end, regardless of passenger or luggage weight. 


FRONT STABILIZER REAR AXLE TORQUE ARM 


3 REAR LOAD ARM e 7 | 


= MAIN LOAD TORSION BAR 





— 


REAR 
STABILIZER 
LINK 





a 











am COMPENSATOR COMPENSATOR 
SUPPORT UPPER ARM MOTOR (LEVELIZER) BAR 
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AHEAD/ 





Borg-Warner == 


THESE UNITS FORM BORG-WARNER, Execdfive Offices, Chicago: ATKINS SAW e BORG & BECK e BORG- WARNER INTERNATIONAL @ BORG-WARNER 
SERVICE PARTS e CALUMET STEEL @ DETROIT GEAR FRANMLIN STEEL eHYDRALINE PRODUCTSe INGERSOLL CONDITIONED AIR @ INGERSOLL KALAMAZ00 
INGERSOLL PRODUCTS e INGERSOLL STEEL e LONG MANUFACTURING @ LONG MANUFACTURING CO., LTD. e MARBON CHEMICAL @ MARVEL-SCHEBLER 
PRODUCTS e MECHANICS UNIVERSAL JOINT e MORSE CHAIN'e MORSE CHAIN CO., LTD. e NORGE e PESCO PRODUCTS e REFLECTAL CORP. e ROCKFORD CLUTCH 
SPRING DIVISION e WARNER AUTOMOTIVE PARTS @ WARNER GEAR @e WARNER GEAR CO., LTD. e WAUSAU e WESTON HYDRAULICS, LTD. e WOOSTER DIVISION 
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NEW 


SPRAY LUBRICATION 


. 















cies: .. Clean... easy to apply— 
Stuart’s New Excelene Grinding and Polishing 
Oils improve surface finish and increase belt life 
; production as much as 50 to 100% on 
many abrasive belt grinding and polishing 
operations. Two types of Excelene, FD for 
ferrous metals, and NF for non-ferrous metals, 
are available from your abrasive belt distributor 


“ a 
in easy-to-use 12 oz. pressurized cans. More than a Coolant is ey 


It’s easy to spray production on your abrasive 
belts with Excelene. Here are two examples: u ce r i C 0. 
A jet engine parts manufacturer obtained 275 D. A. LIMITED 
pieces per belt polishing type 403 stainless 2 8 8 838 ——————————————————— — ———— 


steel dry. Excelene FD Polishing Oil increased 
belt life to more than 600 pieces each. 





















For further information on 


STUART'S EXCELENE 


| 
| 
An aluminum cooking utensils manufacturer | 
was getting 75 pieces per belt with grease stick | 
lubrication—and using four gallons of solvent | 
per operator each day to clean the belts. | 
Excelene NF Polishing Oil not only kept the belt 
| 

| 

| 

| 

| 


Clip to your company letterhead and mail to: 
D. A. Stuart Oil Co., 2747 S. Troy St., Chicago 23, Ill. 














| 
| 
| 
| 
| 
Name — | 
| 
| 
| 
| 
| 
J 


clean but increased belt life to 135 pieces each. 
Call your abrasive belt distributor today—or Title 
fill out the coupon at right. 
Name of your Belt Distributor. = 
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precision glass parts 
FOR UTILITY AND BEAUTY 


Glass — enhances the beauty and broadens the acceptance of 
your product whether in the utility appliance field or the 
growing electronic industry. 





Glass — adapted with skill and precision by MARSCO to meet 
your product requirements — For Today — For Tomorrow. 


Glass — flat as can be — precisely shaped to fit. wa 


Glass — bent— convex —drilled—to the most exacting tolerance. 


Bent Glass 
Glass — hardened, heat-treated or tempered to survive your 
consumer usage unscathed. 
Join the major appliance manufacturers now enjoying extra sales 
from the appeal and prestige contributed thru the luster of J 
glass — MARSCO’S Crystal Clear Glass. = 


Convex Glass 


C) 


Heat-treated Glass 


Our engineers are experienced in incorporating glass as viewing 
windows in domestic appliances and television cabinets. 
A simple request to us solves your problem. 











MARSCO MFG. CO., 2909 S. HALSTED ST., CHICAGO 8, ILL. 
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TOUGH FINISH 


. +. on tough time schedule! 


Tough finishes are not tough problems—with unlimited time for baking or 
curing. When extremely fast baking schedules must be met, however, 

it takes an outstanding material to produce the long-lasting mar-resistance 
demanded for hot water heaters such as the Rex Heater, produced by 

The Cleveland Heater Co. 

Thanks to Sherwin-Williams KEMCLAD® Appliance White, a total time 
cycle of 30 minutes is maintained in the finishing of these jacket exteriors, 
from bare metal, through automatic, electrostatic spray equipment 
and infrared oven, to finished jackets ready for assembly. 

Resulting finish has high hardness with flexibility 
. . . lasting gloss and washability . . . ability 
to withstand heat without discoloration. 

If greater toughness, or faster baking— 
or BOTH—are properties you can use, it 
will pay you to investigate KEMCLAD. 
Call, wire or write: The Sherwin-Williams 
Co., General Industrial Division, 

Cleveland 1, Ohio. 


SHERWIN-WILLIAMS 


Industrial Finishes 
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AMERICAN OFT IIIA COMPA! 
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“look how we 
reduced our 
Production 
costs with... 


SS PE-/t1z0 ” 








 wawWlGe bweuer 











Faster application 
Better finish | ry 
Reduced rejects 


HOT SPRAY 
a 


Ask for an o1 


Dontt-Doley- Mait Today! 


THE SPEE-FLO CORP., Dept. 2x-5, 720 Polk Ave., Houston, Texas 
Builders of practical industrial and automotive hot spray equipment. 
Please send me information on your line of hot spray heaters best suited to our 
work. Type of products being finished 
Application is conveyorized turntable______mobile other. 
Average volume of material per gun per hour 
Type of material Please have representative call... 


























SPEE-FLO CORP. 720, POLK AVE. 


HOUSTON, TEXAS 
finish Frepruary « 1955 

















Supplies and 





B-10 New spray lubrication for 
abrasive belts 


New Excelene grinding and 


New 


abrasive belts will improve surface 


polishing oils for use with 


finish and increase belt life and pro- 
duction as much as 50% to 100% on 
many abrasive belt grinding and 
polishing operations. Available in 


12 oz. 


nomical, clean and easy for operators 


pressurized cans, it is eco- 





to handle and apply. Two types are 
available, Excelene NF for use with 
non-ferrous metals and Excelene FD 
for use with ferrous metals. Folder 
is available from the company con- 
taining further information and case 
histories on use of the product. 


B-11 New snap nut speeds 
“Problem” assembly 


New A plastic blind screw re- 
ceptacle to eliminate multi- 


ple parts and cut assembly costs has 





been developed. This new nylon snap 
nut locks and stays tight even under 
severe vibration, and is ideal for a 
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More Information 


For more information on new 
supplies, equipment and litera- 
ture reviewed here, fill out the 
order form, or write to us on 
your company stationery. 











variety of applications in the electri- 
cal appliance, automotive, and other 
mass-assembly industries. The grom- 
met snaps into position under finger 
pressure to receive a thread-cutting 
screw. It is impervious to rust, and 
the plastic characteristics eliminate 
danger of chipping porcelain or 
enamel. 


B-12 New all electric hot spray 
heater 


N, This new unit combines 
the proved experience of 
a coil-less heat exchanger with the 
“paddle wheel” simplicity of an elec- 
tric powered centrifugal pump de- 
signed to handle all types of indus- 
trial finishes, regardless of their 
abrasive content, and requiring little 


or no maintenance. It heats the paint, 


maintaining a uniform temperature 
at the spray gun, and at constant fluid 





pressure. Air pressure variations do 
not affect fluid pressure in this all- 
electric unit. Installation is as simple 
as connecting a hoseline, and full 
heat is reached in four minutes. 
The principle of heated applica- 
tion of paint is not new, but the de- 
velopment of a complete automatic 
pressure and temperature controlled 
hot-spray heater that is simple and 


maintenance-free is now _ offered. 





B-13 New rotary spray painting 
unit 
The new machine applies 


New 


thickness at conveyor speeds as high 


coatings of controllable 


as 100 feet per minute. The four 


spray guns are closely synchronized 
with the speed of the conveyor and 
the width of the product. The guns 
operate only when they are directly 
over the ware. Overspray is reduced 
to the minimum. 
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New Industrial Literature 











201. Catalogs on aluminum 
fabricating 


A well known company is 
offering three different 
catalogs. They are: a 24 page cata- 
log entitled “Catalog of Facilities”, 
a 20 page catalog entitled “Alumi- 
num Appliance Parts” and an 8 page 
Formed 


catalog, “Aluminum Roll 


Shapes.” 


202. “Selection and Application of 
Pilot Lights” 


This brochure contains in- 


New 


assemblies and small lamps. Included 


formation on pilot light 


are working tables, data, photo- 
graphs, and product information of 


interest to designers and engineers. 


203. 1955 reference guide for 
silicone products 


This 8 page guide is im- 
portant to design, produc- 
tion and maintenance engineers. 
Gives comprehensive summary of 
properties and applications for sili- 
cone products most widely used. 
Products are indexed by type of 


application. 


204. Tangent bender brochure 


N, Should be of interest to all 
men concerned with fabri- 
cation. This descriptive brochure 
provides latest information on tan- 


gent bender equipment. 


205. Book on metal mouldings 

This book entitled “Plan 
MAEM Book of Metal Mouldings” 
should be of interest to those con- 
nected with the design or production 
of appliances or metal furniture. 


206. Socket lamps and assemblies 


New 


This well known company 
is offering a catalog on 


finish FresRuARy « 1955 


their complete line of assemblies and 
socketed lamps. 


207. Book on flow coating 


New 


the names of companies using a new 


This book provides case 
history information and 
type of cost cutting flow coating 
equipment. Among other advantages 
this equipment is said to reduce paint 
consumption, air makeup, manpower 


requirements and maintenance. 


208. Manual on porcelain enamel 


New 


information on this material. Ex- 


This engineering manual 


provides the latest design 


plains methods of reducing costs and 
increasing salability of your products. 


209. How to cut metal cleaning 
costs 


N This metal cleaner file con- 
tains data on how you can 
reduce your metal cleaning costs and 
still improve quality. 


210. “Mark-it” Manual of decal 
nameplates 


Manual contains valuable 


New 


trial problems in marking, identifi- 


full-color guide to indus- 


cation, instruction and information. 


211. “What You Should Know 
About Continuous Spray 
Pickling” 


A leading company offers 
a free 12 page illustrated 
booklet, “What You Should Know 
About Continuous Spray Pickling.” 
With an introduction on the process 
of spray pickling, the booklet dis- 
cusses the pickling of drawn parts 
and the preparation of steel for porce- 


lain enameling. 





212. Packing and shipping 
“What to Expect from 
Wirebounds” is a booklet 


containing complete information on 
wirebound type boxes and _ crates. 
Explains what wirebound boxes and 
crates can do for you and your 
packaging problems. 


213. Epon resin-based enamel 


aN “Planning to Paint a Pyra- 
mid?” gives you complete 


information on the new Epon resin- 
based coatings. These new coatings 
are said to have excellent adhesion, 
high resistance to impact and abra- 
sion plus outstanding resistance to 


moisture, heat and corrosives. 


214. New brochure on formed wire 
products 


A new 8 page brochure on 


New 


plant facilities for formed wire man- 


a / 


formed wire products and 


cx, Lperless 


<a 





ufacturing shows operations from 
wire storage warehouse to final in- 
spection and shipping. This valuable 
booklet is of particular importance 
to purchasing men, production super- 
visors and design engineers in_ its 
presentation of wire fabrication 
processes, facilities and close work- 


ing programs with customers. 


215. New brochure on one-term- 
inal sub-miniature pilot lights 


N The sub-miniature pilot 
ew lights described in this bro- 
to Page 123—> 
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| HAVING A WAY WITH WIRE is a special talent with Peer- 

| less. Fabricating to specifications and drawings is one 
problem. Constructing to specifications economically is 
another. 


Peerless products are quality products. There is no 
compromise where quality is a factor . . . yet produc- 
tion knowledge consistently assures highest quality at 
lowest possible prices. 

It’s here at Peerless where you should investigate 
when wire formed products are a factor in your engi- 
neering and costs. Peerless can do it better, faster, at 





less cost. 


Send us your prints for quotations by return mail 


Prerless-szz- 


| REFRIGERATOR TRAYS 






FROZEN JUICE RACKS = DISH-WASHER RACKS 














“HOW MEYERCORD 
SERVES INDUSTRY” 
No. 4 of a Series 


= MEVERCORD 
© emglee VMS 


» 


— Help Consumers USE 
Meyercord Nameplate Your Product Correctly 


Decals on your product 
promote proper use by the consumer. Use Meyercord 
Decal Nameplates for operating instructions, safety 
signs and warnings, indicators and guides, lubrication 
charts, dial and gauge markings, and wiring diagrams. 
Meyercord Dealer nameplates refer the user back to the 
dealer for parts and replacement. Meyercord Decals 
are individually engineered for quick, easy applica- 
tion to any commercial surface, without change in 
your present assembly line, for long or short produc- 
tion runs... at astonishingly small cost per unit. Let 
a Meyercord Decal engineer study your product and 
make specific recommendations . . . without obliga- 
tion ...as another Meyercord service to industry. 
FREE! “Mark-it’’ Manual of Decal Nameplates 


Send today, on your company letterhead, for full-color guide 
to every industrial problem in marking, indentification. 


































THE MEYERCORD CoO. [Raeeare 
bbs Brnoit Decak: i WEST LAKE ST. 
Wold: Lrgest Decalcomania Manufacturers CHICAGO 44, ILLINOIS 





WHEN a nut for blind assemblies or 
YOU Bextra threaded depth, use one 
NEED of these 2 WELD NUTS 








Gripco Pilot-Projection Gripco Countersunk 

Weld Nut Weld Nut 
Circular pilot designed for quick, easy Eliminate time-wasting retapping of 
positioning of nut over bolt hole for nuts after welding. Exclusive counter- 
instant resistant welding. No jigs, no sunk nut bottom does away with foul- 
fumbling, no waste of time. Furnished ing of nut threads by weld spatter. 
with or without famous Gripco lock- Available with or without Gripco lock- 
ing feature. ing feature. 


Gripco weld nuts are proud members of the Gripco 
Lock ‘Nut family that has for 50 years provided posi- 
tive holding action for quicker fastening application at 
less cost. Also included in the Gripco line: Gripco Lock 
Nuts, New Gripco “Clinch” Nuts, Gripco Hi-Nuts in 
all standard sizes. For any fastening problem, look to 
Gripco first. Write for samples and full details. 





COMPANY 



















“after 50 years still holding strong” 
308-Q S. MICHIGAN AVE., CHICAGO 4, ILL. 
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your ONE BEST source 
io) ay AW i Od ek) ot -3E- UE e 
Enameling Supplies 


Slump Tester 

Thickness Gauge 

Ferro Built Dryers 
Asbestos Mitts 

Asbestos Slip-on Patches 
Stencil Brush 

Adjustable Edging Brush 
Flat Cleaner Brush 

Bolt Hole Brush 

Beading Sponges 
“Ferro-Processed” Clays 
Electrophotometer Unit 
Color Oxides by Ferro 
Magnetic Separators 
Plain Loop Racks 
Hanging Racks 

Point Loop Racks 
Straight Point Bars 

1” Triangle Bars 


Burning Bars 


ww) 
FARR 


Rotosprays and Parts 
Automatic Spray Machines 
Continuous Furnace Tools 


Spray Equipment: Safety Block and Tackle, Containers, 
Transformers, Compressors, Fans, Tanks, 
Turntables, Parts, Hose, Fittings, Reflectors, etc. 


_ Muffles, Muffle Brick and Tile 


Radiant “W” Tube Muffle Centre Wall 


Rubbing Stones, White Alundum, 60 Mesh, 80 Mesh 
and 150 Mesh 


Frits, Porcelain Enamel, Acid-Resisting and Non-Acid- 
Resisting: Ground Coats, Cover Coats, Black Edging 


Furnaces—Batch, Continuous, Laboratory—All Fuels 
Complete Line of Laboratory Equipment 


Boric Acid * Ammonium Carbonate * Zinc Oxide 
Borax « Bentonite, Purified « Gum Tragacanth « 
Sodium Nitrite * Magnesium Carbonate « Potassium 
Carbonate * Nephelite-Syenite * Single Nickel Salts 


Compressed-air-operated Ejectopump 
Porcelain Lining Blocks and Balls 
Pickling Equipment 

Mills 


FERRO CORPORATION 


4150 EAST 56th STREET ¢ CLEVELAND 5, OHIO 


In Canada: Ferro Enamels (Canada) Ltd., Oakville, Ontario 
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Nirs. America may 


She Will Notice 
the Difference ! 


A gleaming porcelain enamel refrigerator, range, washer or sink 
adding functional beauty to the most modern kitchen... a 
sparkling bathtub and wash basin . . . all these get the nod of 
approval from your most critical judge—Mrs. America. Yes, 
she may never know that a small quantity of Foote lithium 
hydroxide is the reason, but she will notice the difference . . . 
at first in eye appeal that closes the sale . . . and later in better 
wear resistance that proves your point on quality. 

Your best finish deserves the ingredient that makes the 
difference . . . Foote lithium hydroxide. 


LITHIUM HYDROXIDE 
FOR INDUSTRY 


never know the reas¢ 


rer ts _ 


= 


eottee 


es 














products. 





inp Mountain, 
.C.... where 
Foote is mining 
large deposits 

of spodumene. 


Now is the time to cast your 
plans in terms of an assured 
supply of Foote lithium. 
Write today for information 
about the supply and advan- 
tages of unique lithium com- 
pounds for your ceramic 











FOOTE 
412 Eighteen West Chelten Building, Philadelphia 44, Pa. 
RESEARCH LABORATORIES: Berwyn, Pa. * PLANTS: Exton, Pa.; Kings Mountain, N.C.; Sunbright, Va. 


MINERAL 


COMPANY 


Sunbright, Va. 
...the world’s 
largest lithium 


chemical plant. ,, i 
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—> from Page 119 
chure are all of the one-terminal type 
for use on grounded circuits. They 
require a single 15/32” clearance 
hole, and are intended for use with 
T-1-3/4 bulbs which are tiny incan- 
descent lamps having bases referred 
to as the midget flanged type; vol- 
tages range from 1.3 to 28.0. 

Five different groups of units are 
described. A complete variety of lens 
colors are available. Each pilot light 
is available with soldering terminal, 
or binding screw terminal. 


216. New bulletin on finishing 
room air-conditioning units 


New 


the finishing of room air-condition- 
ing units. It contains the latest in- 


This new bulletin provides 
valuable information on 


formation on coverage rates, baking 
schedules, metal preparation, prim- 
ing and enameling. It all adds up to 
how you can obtain better appear- 
ance and protection for your units. 


217. Automatic plating equipment 


New 


automatic plating equipment that can 


This booklet features auto- 
mation in plating. It covers 


be built to suit needs ranging in size 
from 20 feet to 500 feet in length. 
Of interest to all concerned with 
metal finishing. 


218. Pre-plated metals 
N A 24-page booklet of illus- 
ew trations and data covering 
properties, uses and fabrication tech- 
niques for pre-plated metals. Points 
out design, production and_ sales 
benefits of using this type of material. 


219. Facilities booklet 


New 


complete facilities. 


This company offers a 
booklet describing their 
It should prove 
of interest if you are interested in 
any of the following facilities: die 
design, draw die developments, die 
construction, complete die tryout, 
stampings, production assembly, 


welding, phosphate 


coating, flow 
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RECOMMENDATION 





222. High density grinding media 


at A new 12 page technical 
bulletin on high density 


grinding media and mill lining brick 
of alumina ceramic has just been 
published. This new publication is 
designed to assist users of ball mills 
and pebble mills in obtaining maxi- 
mum grinding efficiency and_ the 
elimination of color contamination 
through the use of high density 


grinding media and lining brick. 


Specific recommendations on mill 
operation that are included are based 
on practical experience in the milling 
of many materials including paint 
pigments, ceramics, porcelain enamel 
frits, minerals, etc. One section of 
this bulletin is devoted to actual case 
histories which show how the use 
of high density media can save pro- 
duction time and thereby cut manu- 


facturing costs. 





coat, spray painting and _ baking, 


quality control and packaging. 


220. Aluminum fasteners and 
screw machine parts 


N A new 8 page _ booklet 
which illustrates and de- 
scribes aluminum fasteners and screw 
machine products is available. In- 
cluded are bolts, screws, binding 
posts, rivets, washers, knobs, nails, 
and license plate fasteners. Special 
products that can be made up to cus- 
tomer specifications on a wide variety 
of screw machines, headers and sec- 
ondary equipment are also illustrated 
in the booklet. 


221. “New Angle on Greater 
Profits” 


An ingenious brochure 
New with an actual aluminum 
part attached citing the advantages 
of the lightweight metal for screw 
machine stock has been published. 
Each folder has a knurled cap part 
fastened to a drawing of a piece of 
aluminum stock protruding from a 
screw machine collet and illustrating 
tool angle. The attached part was 
ordered specially to document a test 
conversion from brass to aluminum 
to produce the part. A, cost savings 
of 33.7 per cent favoring aluminum 
compared to brass on the basis of 
10,000 piece lots is reported. 





FINISH 
York Street at Park Avenue 
Elmhurst, Illinois 





Please forward to me at once information on the new supplies 
and equipment and new industrial literature as enumerated below: 
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UCSTION: When you want 
SPECIFIC CHARACTERISTICS 
in a finish ...... what finish 
offers you HIGHEST DEGREE 


OF VERSATILITY 


PORCELAIN ENAMEL 





Don't overlook the fact that porcelain enamel can be CUSTOM- 
FORMULATED to your INDIVIDUAL REQUIREMENTS... 
a factor that may give your product the SALES OR 
PERFORMANCE EDGES you seek. 
Discuss the characteristics you desire in a finish with Pemco. Pemco’s 
experience in the development and application of thousands upon 
thousands of custom frit formulations is a factor in Pemco’s known 


ability to usually “‘come up with the right answer.”’ 


CORPORATION @ BALTIMORE 24, MARYLAND 


Manufacturers of “The World's Finest" Porcelain Enamel Frits for steel, cast iron and aluminum, Coloring Oxides, 
Screening Pastes, Glaze Frits, Body & Glaze Stains, Underglaze and Overglaze Colors, Vitrifiable Glass Colors. 
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FRIGIDAIRE EXPANDING 
APPLIANCE LINE 


H. F. Lehman, general sales man- 


ager, Frigidaire division, General 
Motors Corp., has predicted that ap- 
pliance industry sales this year will 
be 10% greater than 1954. 

Frigidaire earlier announced its 
entry into the automatic dishwasher 
and food waste disposer business. 
Lehman said a further expansion of 
product lines would be revealed be- 
fore the end of the year. 

Looking at the dishwasher busi- 
ness, Frigidaire officials forecast in- 
dustry sales for 1955 as $68 million 
and 1958 $89 million. 


MAGIC CHEF PAYS LOANS 

Cecil M. Dunn, president, Magic 
Chef, Inc., St. Louis, Mo., reports the 
payment of the final balance of short 
term bank loans which stood at 
$1,700,000 when he became president 
in 1954. The company is now com- 
pletely free of bank debt. 


ADMIRAL PLANT EXPANSION 
TO CONTINUE, EXPECT GOOD 
TELEVISION YEAR 


Television receiver sales during 
1954 were considerably higher than 
anticipated a year ago, according to 
Ross D. Siragusa, president, Admiral 
Corp., Chicago, IIl. 

Siragusa believes industry televi- 
sion sales will be off slightly during 
1955 to an anticipated but still 
healthy 6,500,000 sets, with color TV 
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developing and growing slowly. 
(From 100,000 to 200,000 color sets 
may be sold during the year.) 
Admiral plans additional plant ex- 
pansion during 1955 and has five 
production facility projects on the 
drawing boards at present. In addi- 
tion, new sales, service and ware- 
house facilities are being erected in 
several cities where company dis- 
tributing branches are situated. 


NEMA SALES FIGURES 
FIRST 10 MONTHS OF 1954 


Companies participating with the 
National Electrical Manufacturers As- 
sociation have released the following 
summary of sales for October and 
the first ten months of 1954: 

Electric ranges — October total 
82,873; first ten months, 909,994, 

Household refrigerators October 
total 173,767; first ten months, 2,- 
685,657. 

Electric water heaters October 
total 48,182; first ten months, 511,- 
858 

Electric farm and home freezers 

October total 52,004; first ten 
months, 568,185. 


NEW SHIPMENT RECORD 
SET BY GAS FURNACES 


Edward R. Martin, Gas Appliance 
Manufacturers Association director 
of marketing and statistics, reported 
that the 71,700 
heating furnace units shipped in 


gas-operated home 


November made it the third largest 
month in the industry’s history and 










brought the 11-month total to 609,- 
500, exceeding the record set during 
the similar period in 1950. 


November shipments were 66.5% 
over November, 1953. 


3 MEN CONTROL THOR STOCK 


It is reported that Arnold H. Mare- 
mont, president, Maremont Automo- 
tive Products, Inc., Victor Nemeroff, 
president, H. & B. American Machine 
Co., and David Bright, president, 
Electro Mfg. Co., have gained con- 
trolling stock in Thor Corp. 


WESTINGHOUSE WASHER AND 
DRYER SALES UP 


Sales of Westinghouse automatic 
washers and electric dryers during 
the month of December hit an all- 
time high for any month in company 
history, it was reported by J. J. An- 
derson, manager of laundry equip- 
ment, Westinghouse Electric Appli- 
ance Div. 


PERMAGLAS SHIPMENTS UP 25% 

The Permaglas Div., A. O. Smith 
Corp., Kankakee, Ill., shipped almost 
25% more water heaters in 1954 
than in 1953. It was the best year 
in the division’s history. 


PEI MOVES TO NEW OFFICES 

The Porcelain Enamel Institute has 
moved to new offices in the As- 
sociations Building, 1145 Nineteenth 
Street, N.W., Washington 6, D. C. 


STEEL KITCHEN CABINET MFGRS. 
HOLD QUARTERLY MEETING 


The second annual National Steel 
Kitchen Cabinet Month officially was 
set for September, 1955, and plans 


for aggressive “promotion of the 


month” were initiated at the quar- 
terly session of the Steel Kitchen Cab- 
inet Manufacturers Assn. in Chicago. 

Guest speakers at the meeting were 
George J. Pazik, president of the 
Milwaukee Appliance Dealers Assn., 
and Miss Bernice Strawn, household 
equipment editor of the Woman’s 
Home Companion Magazine. 
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The next meeting will be held storage space in smaller size freezers Warner Corp., Chicago. 


March 11, 1955, at the Waldorf and ultra-modern styling. Biddle previously was vice presi- 
Astoria Hotel, New York City. The dent in charge of sales for [ronrite, 
annual meeting is scheduled for June . Inc., Mt. Clemens, Mich. 


2-4, 1955, at The Greenbrier, White NORGE NAMES BIDDLE 
Sulphur Springs, W. Va. SALES MANAGER OF DRYERS INGERSOLL DIVISION TO EXPAND 


Officials of the newly formed Inger- 


MCGRAW BUYS COOLERATOR 


It is reported that McGraw Electric 
Co., Elgin, Illinois, has purchased 


soll Conditioned Air Div., Borg- 
Warner Corp., Chicago, have an- 





nounced plans for an immediate and 


. . . . L 
Coolerator Co., division of Interna- major expansion of operations a the | 
tional Telephone & Telegraph Corp heating and air conditioning indus- 
Lorp., 
Duluth. tries. 
Tine osha intestines thee curnent tuvem T he plant in Kalamazoo, Michigan, 
tory of refrigerators and freezers, all will produce an entirely new line of 


. gas-fi j ir furnaces. 
machinery and fixtures and the Cool- gas-fired warm air 


erator name. 


WIENER, HOKIN BUY FEDERAL 
JORDON COMPLETES ‘55 PLANS ENAMELING & STAMPING | 


Jordon Refrigerator Co., Philadel- 
phia, Pa., has completed final plans 


Charles Wiener and Myron Hokin, 
Chicago and Detroit industrialists, 





for 1955 domestic line of upright have purchased the Federal Enamel- 
home freezers and combination re- Appointment of Hal L. Biddle as ing & Stamping Div. of Follansbee j 
frigerator-freezers, Harry Fogel, ex- sales manager of automatic clothes Steel Corp., Pittsburgh. ' 
ecutive vice president, announced. dryers, a new position, has been an- Hokin is chairman of the board 
The 1955 lines will feature more nounced by Norge Division, Borg- and Wiener is president of Detroit 
| 
PROBLEM: 





How to make short work of a long finishing job 


SOLUTION: 


Install a Fostoria 
Radiant Oven 


Fast? A Fostoria Radiant Oven heats at 
the speed of light . . . requires no warm-up . . . 
bakes out a finish in a fraction of the time 
required by convection ovens. 

You save space—cut costs to the nub— 
improve product quality. Read the 
Tinnerman case history below. 


© Cuts drying time 74%. 


@ Tinnerman Products, Inc. makes fasteners— 
by the millions. 


® Before Fostoria was called in, they were 
finished in two fuel-fired batch ovens 
with great waste in time and motion. 


© Two Fostoria Radiant Ovens cut drying time 
from 30 to 8 minutes—freed one worker for 
other tasks—improved work conditions. 


Savings like this may be possible in your 
operation. Call your Fostoria Representative 
for the complete story. 











Write today for 
informative booklet, 
“How Thousands of 


THE FOSTORIA PRESSED STEEL CORPORATION, Dept. 220 Fostoria, Ohic Plants Cut Costs." 
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Brass & Malleable Co. 

The purchased business will con- 
tinue to be carried on in the name of 
Federal Enameling & Stamping Co., 
with principal offices and operations 
at McKees Rocks, Pennsylvania. 


WALL HEADS NEW 


SERVEL APPLIANCE DIVISION 
John H. Wall, Evansville industrial 


executive, has been appointed to a 





newly created key position at Servel, 
Inc., Evansville, Indiana, according 
to Louis Ruthenburg, board chair- 
man, and Duncan C. Menzies, presi- 
dent. 

Wall has been named general man- 
ager of the new self-contained home 
appliance division and a member of 
the executive committee. He was 
formerly vice-president for manufac- 
turing, Kent Plastics Corp., Evans- 
ville. 


DEEPFREEZE NAMES MILLER 

Seth S. Miller has been named 
manager of operations for Deepfreeze 
Appliance Div., Motor Products 
Corp., Chicago, with overall respon- 
sibility for production, personnel and 
purchasing. 


NOV. VACUUM SALES UP 10% 


Sales of standard-size household 
vacuum cleaners in November aggre- 
gated 237,882, 9.6% below October 
and 10% higher than 216,227 sold 
in November, 1953, according to the 
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For the Butll-Gn Cven 
and the ZL roft Gn 
Cook Fo Cece 


PYRAMID ‘ 


FRAMES 
AND 
RIMS 


Frames and rims are two items 
in the Pyramid line that will 
help you step up sales with 
smarter appearance. From lamp 
shades to kick plates, Pyramid 
specializes in sparkling stainless 
steel trim for modern appliances. 




















5365 WEST ARMSTRONG AVE., CHICAGO’ 30, ILL. _ 
CALIFORNIA. 


NEW YORK 


The latest trend in cooking ap- 
pliances is the built-in oven and 
the drop-in cook top. If you’re 
going after this market, you'll 
want to know about PyRramip 
Stainless Steel FRAMES and Rims 
...Completely fabricated, ready 
to attach to your unit, they com- 
bine function with sparkling ap- 
pearance designed to step up 
sales. Write for your copy of the 
Pyramid “Plan Book of Metal 
Mouldings”... today! 


SEND FOR YOUR FREE COPY OF 
“PLAN BOOK OF METAL MOULDINGS” 


No one connected with the 
design or manufacture of any 
appliance should be with- 
out a copy of this book con- 
taining hundreds of stand- 
ard and special mouldings. 
Send for your free copy 
today. 




















+ 











! Without obligation, please send copy of 
**Plan Book of Metal Mouldings.” F-2 
Name Title. 

Firm _ 
Address 
Rc enesesescsesanpsomstste coun snseuns er enn nD 
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Vacuum Cleaner Manufacturers’ As- 
sociation, Cleveland, Ohio. 


COLLEGE BUILDING NAMED 
FOR WHIRLPOOL FOUNDER 


A new science building for Kala- 
mazoo College, Kalamazoo, Mich., 
will be named for the late Louis C. 
Upton, founder of Whirlpool Corp., 
it was announced by Weimer K. 
Hicks, president of the school. 

The late Mr. Upton was a trustee of 













the school for a number of years. His 
brother, Fred S. Upton, senior vice 
president of Whirlpool, is presently 
a member of the Kalamazoo College 
board of trustees. 


AMERICAN KITCHENS UPS 
BRINTNALL 


Robert L. Brintnall, administrative 
assistant to the general sales manager, 
has been named midwest regional 
sales manager, announced C. Fred 





ANNOUNCING... 


The New WHIRLPOOL 


Imperial Electric Clothes Dryer— 


A combination of 
Style—Efficiency—and 


Craftsmanship. 





ay 


The WHIRLPOOL Imperial uses the 


Nykelkrom V-Saddle Loop heating 


element built by 





H.W Tuttle s Co. 


ADRIAN, MICHIGAN 


Tuttle of Adrian. 





Manufactured and distributed in Canada by Macdonald Metals & Plastics, Ltd., Waterloo, Quebec 
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Hastings, general sales manager, 
American Kitchens Div., Avco Mfg. 
Corp. 


McCRAY NAMES MATHIS 
W. Mathis has 


pointed chief refrigeration engineer 


Glenn been ap- 
for McCray Refrigerator Co., Inc., 
Kendallville, Ind., it was announced 
by G. K. 


charge of engineering. 


Bently, vice president in 


BORG-WARNER DECLARES 
DIVIDEND 


Directors of Borg-Warner Corp. 
have declared a quarterly dividend 
of 421% cents per share on common 
stock payable on March 2, 1955, to 
stockholders of record at the close of 
February 9. 


INGERSOLL NAMES MCLARY 


WORKS MANAGER 
M. R. McLary has been appointed 


works manager, Ingersoll Products 





Division of Borg-Warner Corp., Chi- 


cago, announced J. H. Ingersoll, pres- 
ident and general manager of the 
division. 

McLary’s previous Ingersoll ap- 
pointments included chief engineer, 
director of engineering and research 
and factory manager. 


G-E ELECTS THREE VPs 


Election of three General Electric 
Co. vice presidents by the board of 
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directors has been announced by 
president Ralph J. Cordiner. 
Francis K. McCune is general man- 
ager of the atomic products Division. 
Robert L. Gibson is general manager 
of the chemical and metallurgical di- 
vision, and Willard H. Sahloff is gen- 
eral manager of the small appliance 


division. 


AMERICAN KITCHENS NAMES 
JOHNS 


Mack Johns, former eastern divi- 
sion sales manager of American Kit- 


° 


chens, has been named to the newly 
created post of sales manager of 
kitchens at American Kitchens Divi- 
sion, Avco Mfg. Corp., Connersville, 
Ind. 


TENNEY ADMIRAL SALES MANAGER 

Appointment of Jack Tenney as 
sales manager of the refrigeration 
division, Admiral Corp., Chicago, has 
been announced by W. C. Johnson, 
vice president sales. Tenney replaces 
Joseph P. Halpin, who has resigned. 

Tenney was formerly national sales 
manager of Norge div., Borg-Warner 
Corp. 


NORGE ANNOUNCES DEALER 
PROFIT-SHARING PLAN 


A plan which pays dealers an ad- 
ditional profit for every appliance 
purchased was disclosed to a closed 
meeting of nearly 1,000 national 
Norge distributor personnel by Norge 
president, Judson S. Sayre. 
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look good from any angle 


Whether you’re angling for a new product de- 
sign, re-designing an established product, or 
casting for fresh design ideas for a functional 
part or decorative trim . .. take a good look at 
Nickeloid pre-plated Metals. Reflected in their 
gleaming, durable finishes of chrome, nickel, 
copper and brass you will find a whole new 
realm of exciting design possibilities. You will 
find, too, many design success stories which re- 
sulted when Nickeloid Metals were considered 
in the pre-design stage, to take full advantage of 
their versatility and their lower production cost. 


NICKELOID METALS 





Under the plan Norge will save for 
the dealer’s account 2% of the cost 
of each Norge appliance bought from 
an authorized Norge distributor be- 
tween Jan. 1 and June 30, 1955. 
Payment will be made to the dealer 
in one check shortly after June 30. 


1955 INDUSTRIAL FINISHING 
EXPOSITION IN CLEVELAND 


Cleveland will be the site of the 
1955 Industrial Finishing Exposition. 


The show is to be held in the Cleve- 
land Public Auditorium on June 20 
- 23 in conjunction with the 42nd 
Annual Convention of the American 
Electroplaters’ Society. 


FOUR BETTINGER PLANTS 
REPORT BUSINESS BACKLOG 


A 20% increase in his company’s 
business for 1955 was predicted by 
Robert A. Weaver, Jr., president, 
Bettinger Corp., Waltham, Mass. 








COLORFUL 


There’s nothing like vitreous color on 
lightweight aluminum to make your prod- 
uct sell faster! 

Du Pont Vitreous Enamel for Aluminum 
provides coatings in a wide range of colors 
and surface textures . . . gives aluminum 
products durable finishes that resist abra- 
sion, thermal shock, impact and flexing. 








pire? 
enamé 





us 
et ALUMINUM 


can help you make a faster-selling product 


Vitreous enameled aluminum can _ be 
sawed, sheared, drilled and punched with- 
out spalling, and because these rugged 
coatings add rigidity to aluminum sheet, 
you can use lighter gauge aluminum .. . 
cut your packaging and shipping costs. 

We can put you in touch with experi- 
enced aluminum enamelers. 


For more information just check coupon below. 








ye i anes ora Raima eo 
ou PONT | TA a emmy 4 A a 98, Del. | 
VITREOUS ENAMEL | (] Please send me your illustrated folder on Vitreous Enamel | 
FOR ALUMINUM | for Aluminum. | 

| [] Please have an experienced enameler contact me. | 

| Name | 

- . | Firm Position | 

Better Things for Better Living | Address | 

. «+ Through Chemistry | City State 
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In a recent directors’ meeting, 
Weaver stated that porcelain enamel 
is on the brink of a major renaissance 
in its many-thousand-year history. 
“The increased uses of porcelain 
enamel in two major fields, architec- 
tural and industrial, will account for 
the increase in our sales”. 

All of the four plants producing 
Bettinger products — the home plant, 
the Porcelain Enamel Products Corp., 
Rehoboth, Mass. (subsidiary), the 
Toledo Porcelain Enamel Products 
Corp., Ohio (wholly-owned subsidi- 
ary) and Graham Bell Ltd., Streets- 
ville, Ontario, — are operating at a 
highly satisfactory rate with a sub- 
stantial backlog of business, said 
Weaver. 


WASHER SALES UP 29.5% 

Factory sales of standard-size 
household washers in November 
totalled 308,368 units, down 9.1% 
from October and up 29.5% from 
November, 1953, according to Guen- 
ther Baumgart, executive director of 
the American Home Laundry Man- 
facturers’ Association. 

Sales of automatic tumbler dryers 
were 13.2% over October and 76.9% 
over November, 1953. 

Ironer sales were 28.8% below 
October and 36.4% below November, 
1953. 


AHLMA ELECTS HANK 


Bernard J. Hank, president, Con- 
lon-Moore Corp., Chicago, has been 
elected a member of the executive 
committee of the American Home 
Laundry Manufacturers’ Association 
and vice chairman of its ironer 
division. 


WILSON TO HEAD RWMA 

J. C. Wilson, Jr., president, Acro 
Welder Mfg. Co., Milwaukee, Wis- 
consin, was elected president of the 
Resistance Welder Manufacturers’ 
Association at their annual meeting 
in Detroit. 

He served during 1954 as vice 
president and has been active in 
connection with work done by the 
technical committee. 
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PIONEERS IN ENGINEERING, 
MANUFACTURING & INSTALLING OF 


INDUSTRIAL 
OVENS 


SPRAY BOOTHS 


PARTS WASHERS 


DUST COLLECTORS 


HEAT For Bulletins and 


and AIR Quotations,Wire, 
SYSTEMS Write or Call— 
i Ser PR NEWCOMB - DETROIT 


5771 Russell Street 
Detroit 11, Michigan 





TR 3-2100 


PEI SCHEDULES WEST COAST MEETING 


The Porcelain Enamel Institute has announced that 
Los Angeles, Calif., will be the scene of an important 
industry meeting, March 10-11. 

The purpose of the meeting, according to John C. 
Oliver, PEI secretary, is to build closer liaison be- 
tween West Coast enameling industry and the com- 
panies in the eastern and central part of the United 
States, and to give western representatives a first 
hand report on PEI activities being carried on for 
the benefit of the entire porcelain enameling industry. 

Plans have been formulated for a joint meeting 
one evening with the Pacific Coast Enamelers Club. 


METAL STAMPERS SPRING TECHNICAL MEETING 


Warren Peterson, chairman of the Pressed Metal 
Institute’s Technical Research and Standards Com- 
mittee, and president of Peterson Products, Inc., 
Chicago, has announced the subjects to be covered 
in PMI’s 6th annual Spring Technical Meeting. The 
meeting will be held March 16-18 at the Hotel Carter, 
Cleveland, Ohio. Conference theme is “The Inside 
Story of Metal Stampings.” 

Session topics will include the following: “Safety 
Doesn’t Cost It Pays”, “Securing an Estimate and 
Estimating a Stamping Job”, “Running a Stamping 
Job”, and “New Techniques and Developments as 
Related to the Stamping Industry.” 
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A Motor for 
LOW SPEED OPERATION 


If you are now manufac- 
turing a product or devel- 
oping a product where you 
need motion at slow speed, 
here is the motor for you. 
Hundreds of thousands 
now in use on cooking 
appliances, vending, coin 
operated, amusement, and 
advertising displays. 

These AC gear motors 
are precision built and are 
being manufactured in vol- 
ume for immediate deliv- 
ery. For further informa- 
tion, send the requirements 
of your application to us. 
Special motors are built to 
meet your new product 
needs. Write today for 
data sheet. 


itonesEARCH Compre) 


RACINE, WISCONSIN 


Designers and Manufacturers of 


SPECIAL INDUCTION MOTORS 





















INTEGRATED ComPpanits 


BARIUM 


STEEL COMPORATION 











= APPLIANCE INDUSTRY 








TAILORED for the 





SPRINGS and 

STAMPINGS 

STUD CLIPS 
SCREW FASTENERS 
MOULDING CLIPS 
THREADED FORMS 


SPECIAL COLD HEADINGS 





In all Metals! 





Contact your Cuyohoga representotive 


The CUYAHOGA SPRING Co 


SUBLIDIARY OF THE BARIUM STEEL CORP 
10254 BEREA ROAD CLEVELAND 2, OHIO 





16 




















































NEMA outlook 
—> from Page 27 

Increased home construction and 
modernization expected during 1955 
should bring about a substantial in- 
crease in the basic household appli- 
ances . 


Trend to larger appliances 

Also, the trend toward larger mod- 
els of appliances in evidence during 
the past few years will, undoubtedly, 
help to stimulate the buying of Re- 
frigerators, Freezers and Water Heat- 
ers. Home Freezers of 13 cubic feet 
and over accounted for only 11% 
of the total shipments of 1947 and 
by 1952 this had increased to 55% 
and by 1954 to 68%. 

In 1948 the 9 cubic feet and over 
size of Household Electric Refriger- 
ators comprised 28% of the total 
shipments, and by 1954 this had in- 
creased to 66%. 

Since 1947 the shipments of Water 
Heaters of 55 and over gallons has 
increased more than 3%, while the 
Water Heaters of 34 gallons or less 
has decreased 2%. 

However, Electric Ranges seem to 
be moving in another pattern, since 
the comparative figures of 1954 and 
1953 show that Electric Ranges of 
22 to 31 inches have increased ap- 
proximately 5%, while the Ranges 
under 22 inches (apartment house 
size) and those over 32 inches have 
decreased about 5%. 

Illuminating equipment is expected 
to continue its trend upward with 
sales for 1955 estimated at 1% high- 
er than in 1954. 

Shipments of electrical building 
equipment and supplies are expected 
to increase 3% over last year. 


An optimistic picture 

Thus, the electrical manufacturing 
industry is adding its feeling of op- 
timism to the business picture for 
1955. Involved as it is directly with 
the development of new products, 
new processes and continued modern- 
ization of homes, factories, commer- 
cial establishments, hospitals, public 
buildings, etc., and involved as it is 
in the development of and the utiliza- 
tion of atomic energy, there is good 
reason to believe that the industry 
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will attain its goal in 1955 and es- 


tablish new levels of activity in sub- 
sequent years. 


GAMA outlook 

—> from Page 26 

which will be accomplished within 
this framework can reap additional 
benefits through utilization and ex- 
pansion of their own assets. 

First, the year ahead will present 
design and performance improve- 
ments in kitchen appliances. 

Second, technological advances will 
be noted throughout the gas appli- 
ance and equipment manufacturing 
industry. 

Third, the public relations pro- 
gram, sponsored by GAMA, is in full 
swing, and will reap the additional 
benefits of three years’ experience. 

Fourth, the Action Program for 
Gas Industry development has been 
proved a practical and workable in- 
strument. This proof has been pro- 
vided by the progress of its field test- 
ing in the Ten Demonstration Cities, 
which results provide evidence that 
the sale of gas appliances and equip- 
ment can be brought into favorable 
focus with the sales potential of a 
gas utility’s franchise area. 

Fifth, individual manufacturer pro- 
motional and sales efforts will, in all 
probability, be in tune with their im- 
proved designs and in line with the 

to Page 152 > 


INDUSTRY NEWS 
COLEMAN NAMES ALBRIGHT 


It is reported that Douglas C. Al- 
bright has been appointed director 
of manufacturing, Coleman Co., Inc., 
Wichita, Kansas. 


G-E ESTABLISHES 
PURCHASING TRAINING COURSE 


General Electric Co., Schenectady, 
N. Y., has announced a company- 
wide purchasing training course as a 
step toward manpower development 
to meet anticipated growth in the 
electrical industry. 

C. Willard Bryant, manager, ma- 


terial service department, has an- 
McAleer, 


manager of purchasing research serv- 


nounced that James A. 
ices, will coordinate the program with 
Douglas V. Smith as specialist in 
charge of purchasing training. 


NORGE NAMES MCINTOSH SALES 
MANAGER, CONVENTIONAL 
WASHERS 


R. F. McIntosh has been appointed 
sales manager of conventional wash- 


ers by Norge Division, Borg-Warner 
Corp., Chicago. 

McIntosh was previously vice presi- 
dent of sales and merchandising for 
Woman’s Friend conventional washer, 
Findlay, Ohio. 


AMANA TO INCREASE 
PRODUCTION OF FREEZERS, 
ROOM AIR CONDITIONERS 


Amana Refrigeration, Inc., Amana, 
lowa, plans to substantially increase 
freezer production in 1955. 

George C. Foerstner, executive vice 
president, also reported that produc- 
tion of room air conditioners will 
double during 1955. 

He spoke at a reception for the 
Hilton 
Hotel, Chicago, in conjunction with 
the Winter Home Furnishings Market. 


press held at the Conrad 


William F. Zarbaugh is reported to 
have been appointed vice president 
of The Cold Metal Products Co.. 


Youngstown, Ohio. 
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hot water tanks 
—> from Page 40 


and is included in all enameling oper- 
ations. 


Types of steel 

At the present time no great em- 
phasis has been placed upon the re- 
quirements of steel for the enameling 
of water heaters other than those 
initially used by the industry for gal- 
vanizing. Hot rolled steel has been 
used successfully up to the present 
time with some few instances in which 
trouble has been encountered. It 
should be noted that some annealing 
results from the enameling fire and 
that steel of slightly heavier gauge 
that 


desirable. Some emphasis is also be- 


than used for galvanizing is 
ing placed upon slightly higher car- 
bon contents to gain strength. The use 
of premium grade iron has not re- 
ceived much consideration up to the 
present time because of its cost and 
the competitive character of this mar- 
ket. Slag and scale inclusions, as well’ 
as laminated steel must be eliminated. 
It is also necessary to avoid contact 
with and contamination by other met- 
als—such as lead, zinc and aluminum 
prior to the enameling. 


Metal preparation 


Because of the metal used and the 
character of the fabricating opera- 
tions, blasting methods for cleaning 
the metal are recommended. Blasting 
methods can be either of the air or 
centrifugal type; sand, shot or grit 
is commonly used. The selection of a 
satisfactory grit or shot is important. 
Better cleaning of the welds is obtain- 
ed and heavily scaled and burnt areas 
are easily cleaned, leaving an etched 
surface which is conducive to the best 
enameling and enamel adherence. 
called “Mineral 


Shot,” developed as a by-product of 


A new material 
the rock wool industry, has recently 
been released by the Navy Depart- 
ment for industrial use. Formerly, it 
was used exclusively by the Navy in 
shipyards. Experience with this ma- 
terial at the present time is limited 
but a study of the sales literature 
gives some basis to the opinion that 
it may be valuable in that it does not 
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Loox ro [TREX ror 


on YOUR product....a 
PEDIGREE FOR 
PAINTED PARTS 


Put this Detrex Paintbond label* on your product and 
increase its sales appeal. To your customers it indicates 
added value and a quality product throughout. Production- 
wise you'll benefit, too. Paintbond is easy to apply, 
positively seals metal against moisture and corrosion, 
improves finishes and is more economical to use. For 
complete details, send for free Paintbond booklet. 


*Labels furnished free in handy dispensers to Paintbond users. 


Please send us complete facts about Paintbond and how it will improve our 
finishes while cutting our costs. 


NAME __TITLE 





COMPANY 


ADDRESS 





CITY STATE 





CORPORATION 
DEPT. PB-307 BOX 501, DETROIT 32, MICH. 


































































leave a smudge coat on the ware; 
claims are also made for reduction in 
At the present 
time, speed of cleaning as compared 


maintenance costs. 


to shot and grit remains to be deter- 
mined. It is, however, known that in 
de-enameling air pressures have been 
reduced from 90 pounds to 45 and 
orifice openings doubled as compared 
to those used for a sand and grit com- 
bination. 

As indicated in the introduction, 
the requirements of coatings for hot 
water tanks are most stringent and 
past experience has shown that ordi- 
nary enamels, or those not passing all 
known simulated service tests, lead 
to failure in the field. In order to 
compete with the price of galvanizing, 
water resistant qualities have been in- 
corporated into special enamels which 
can be applied in one coat. It is 
hoped that the quality development 
committee of the PEI will soon make 
their recommendation of a test, or 
series of tests, which can be properly 
used to evaluate those qualities which 
should be present in an enamel tw 
meet the requirements of the water 
heater industry. The use of such a 
test and continued development of 
enamel formulation based on actual 
field experience is an absolute neces- 
sity in the successful continued devel- 
opment of this market. 





Enameling procedures 

The shell or shell head assembly 
can be coated by flow coating, a com- 
bination of flow coating and slushing 
or spraying. In general, the spray 
method, either by hand or with auto- 
matic equipment, is preferred. The 
base flue assembly and separate heads 
are usually enameled by spraying 
either by hand or automatically. Flow 
coating is occasionally used by allow- 
ing the enamel to flow over the rota- 
ting base and flue. Sufficient enamel 
is applied in all cases so as to give a 
uniform coating, free from heavy 
beads or thin areas, with a minimum 
average coating of 5 thousandths. 
Actually, the average thickness of one 
coat approximates 7 thousandths. 
This figure will vary according to the 
manufacturer but the above figures 
constitute a good standard. 

Drying—The drying operation pre- 
sents no great problem in the manu- 
facture of water heaters providing 
care is taken to insure proper cir- 
culation within the shell head assem- 
bly. This is accomplished by direct- 
ing heated air into the open end of 
the shell. It might be mentioned here 
that this is one of the greatest deter- 
ents to those manufacturers wishing 
to enamel a closed vessel in which 
both ends are welded into place prior 
to enameling, or two hemispheres 





Seaporcel Metals, Inc. — announced it has gone into the manu- 
facture of porcelain enamel on aluminum at its Long Island City plant. 
The company formerly confined production to porcelain enamel on steel. 
M. Jesse Salton, president, said the new aluminum process “means a 
weight reduction of as much as two-thirds compared with ceramic- 
coated steel. The initial order was said to be a Navy job.” 





welded together prior to enameling. 
Some success has been accomplished 
in this field by the use of chemical 
drying rather than drying by heat, 
but the problems imposed by proper 
firing, inspection and reoperation do 
not permit any consideration at all 
being given to the adoption of such 


design. 
Firing — Recognizing the fact that 


we are firing gauge ware of dissim- 
ilar thicknesses using hot rolled steel 
and desiring to obtain a finish as im- 
pervious to water penetration as is 
economically possible, due attention 
must be directed to the firing of this 
type ware. For that reason it is 
recommended that enamel thicknesses 
heavier than normal be used and that 
ample time be given to the firing 
cycle to permit the metal to gas out 
and the enamel to properly fire. The 
application of thin coatings and 
rapid firing at elevated temperatures 
is definitely not recommended. 
Inspection—The old story of over- 
doing a good thing should be kept 
in mind when inspecting finished 
ware. This, of course, refers to the 
use of the magnesium anode and the 
feeling that if it can protect a little 
exposed metal it can also protect a 
lot. Thus it is easy to adopt a devil- 
may-care attitude and get 100% ware 
in one coat. However, such an atti- 
tude is definitely not recommended. 
The anode should be considered as 
being placed there to protect neces- 
sary assembly welds and an occa- 
sional pinhole or blister. Anode pro- 
tection is also necessary in those areas 
adjacent to the connections. The A. 
O. Smith paper (previously mention- 
ed) gave an estimated area of 3 
square inches of weld metal being 
exposed in the design they were then 
using. This figure might be used as 
a criterion in publishing any inspec- 
tion standards. Burned-off areas of 
appreciable size and less than 3 mil 
thicknesses should be avoided. With 
the utilization of the proper enamel- 
ing techniques, correct enamel and 
firing techniques, acceptance figures 
in excess of 95% good quality in one 


coat should be obtainable. 


Adapted from a presentation before the 
16th annual Shop Practice Forum of the 
Porcelain Enamel Institute. 
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D-ENAMELING 


has saved over 
30,000 tons of 
fabricated steel parts 
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DEFECTIVE WASHERS AND RANGE TOPS 


INCE D-Enameling became a permanent part of the appliance 
manufacturing picture over 30,000 tons of steel which otherwise 
would have been complete loss have been saved from the scrap pile 


. re-enameled .. . transformed into first class salable condition. 
It isn’t just the steel that’s been saved though — it’s thousands of 
dollars, too! 


D-Enameling has made it possible for one range manufacturer 
alone to save as much as 50% of the original cost of range tops. In 
plant after plant the story of savings resulting from D-Enameling is 
similar. Is it any wonder why so many manufacturers of ranges, re- 
frigerators, washers, driers, sinks and bathtubs now transform their 
defective parts and products into profit through D-Enameling? 

If you're really interested in cutting costs, it will pay you to get all 
the facts about D-Enameling now. You'll be agreeably surprised how 
much the simple economics of D-Enameling can benefit you. 

May we discuss this soon? 


THESE INDUSTRY LEADERS KNOW FROM EXPERIENCE 
THAT D-ENAMELING TRANSFORMS SCRAP LOSS INTO 
PROFIT DOLLARS 


ARROW SIGN CO. @ BRIGGS MANUFACTURING COMPANY e@ CAPITAL AIR- 
LINES @ CHALLENGE STAMPING & PORCELAIN CO. @ CLEVELAND-TENNESSEE 
ENAMEL COMPANY @ CLYDE PORCELAIN STEEL DIV. @© CONLON-MOORE COR- 
PORATION @ CRIBBEN AND SEXTON COMPANY @ CROWN STOVE WORKS @ 
DWYER PRODUCTS CORPORATION @ ESTATE HEATROLA DIVISION @ FLORENCE 
STOVE COMPANY, Kankakee @ GENERAL PORCELAIN ENAMELING AND MANU- 
FACTURING COMPANY @ GIBSON REFRIGERATOR COMPANY @ GLOBE AMERI- 
CAN CORPORATION @ GRAY & DUDLEY CO. @ ICE COOLING APPLIANCE 
CORPORATION e@ A. J. LINDEMANN & HOVERSON COMPANY @ MAGIC CHEF 
INC. @ MALLEABLE IRON RANGE COMPANY @ MAYTAG CO. @ NORGE DIVISION, 
Effingham @ NORGE DIVISION, Muskegon Heights @ PRENTISS WABERS PRODUCTS 
CO. @ GEO. D. ROPER CORPORATION @ RHEEM MANUFACTURING CO. @ SAMUEL || 
~ ath *« STAMPING & ENAMELING CO. @ A. O. SMITH CO. @ THE ENAMEL PRODUCTS 
SANDBLASTING COMPANY @ THOR CORPORATION @ TYLER FIXTURE CORPORATION, Waxahachie. 


New Process D-Enameling Corp. 











Highland and New Haven Avenues « Aurora, Illinois 
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NEWS ABOUT SUPPLIERS 











BINKS SPRAY PAINTING SCHOOL 

The second class of the winter ses- 
sion of the Binks Mfg. Co.’s free 
School of Spray Painting will be held 
at the Chicago plant February 7 - 11. 

The dates for the remainder of the 
session are March 7-11 and April 
4-8. 

The school is open to anyone inter- 
ested in, or connected with, the in- 
dustrial application of paint and coat- 


ings. 


VITRO ELECTS TOWNSEND 
DIRECTOR 


Morris M. Townsend has been 
elected a director of Vitro Corp. of 
America, New York City, according 
to J. Carlton Ward, Jr., president. On 
the Vitro board he replaces William 
B. Paul, who resigned. 


TRANTER NAMES 2 DIRECTORS 


John Seaman and Robert E. Jaqua 
have been elected to the board of 
directors of Tranter Mfg. Inc., Lans- 
ing, Michigan. 

Seaman is from the law firm of 
MacLean and Seaman, and Jaqua is 


executive vice president of The Jaqua 
Co., advertising agency. 
members are: 


Re-elected board 


James R. Tranter, company presi- 
dent, John H. Flewelling, treasurer, 
and Albert G. Redmond. 

At the board meeting Tranter re- 
ported that net sales for 1954 totalled 
$7,356,598. 


AMERICAN THERMOMETER 
APPOINTS SEGUIN 


Appointment of Carl Seguin as 
process engineer in charge of cost 
reduction has been announced by 
American Thermometer Div., Robert- 
shaw-Fulton Controls Co. 

American Thermometer Div. man- 
ufactures automatic control devices 
for home appliances and industrial 
applications. 


NEW PEMCO AD MANAGER 

Thomas 5S. Hook, 
charge of publicity and on the ad- 
vertising staff of The Black & Decker 
Mfg. Co., has been named advertising 


formerly in 


manager, Pemco Corp., Baltimore, 
Maryland, it was announced by W. 
Russell Greer, Pemco vice president. 


Pittsburgh Plate Glass — A new structure housing the basic and 

applied research laboratories of Pittsburgh Plate Glass Company’s paint 

and brush division has been officially opened at Springdale, Pa. Formerly 

basic and applied paint and plastics research operations were located at 
Milwaukee, Wisconsin. 





THOMPSON TO AMERICAN 


ROCK WOOL 
Ralph M. Thompson, formerly ap- 


pliance insulation specialist, Owens- 
Corning Fiberglas Corp., Chicago, 
has joined American Rock Wool 
Corp., Chicago, in the capacity of as- 
sistant manager, industrial products. 


U. S. STEEL UPS 
DARBY AND AURELIUS 


J. Douglas Darby has been ap- 
pointed assistant executive vice presi- 
dent — commercial, of the United 
States Steel Corp., Pittsburgh, Pa., 
it was announced by David F. Austin, 
executive vice president. 

Succeeding Darby as vice presi- 
dent and general manager of sales 
will be Marcus J. Aurelius, vice presi- 
dent of sales, United States Steel, 
Columbia-Geneva Div. 


FEDERAL MACH. NAMES KEY MEN 


It is reported that Hoyt Ammidon 
and J. R. Barefoot have been elected 
directors of the Federal Machine and 
Welder Co., Warren, Ohio. 


A. S. Blagden has been re-elected 
president. 


CREAN NEW PRESIDENT 
OF REFLECTAL CORP. 


R. B. Crean has been elected pres- 
ident of Reflectal Corp., a subsidiary 
of Borg-Warner Corp. 

He is also vice president and as- 
sistant general manager of the Inger- 
soll Products, Ingersoll Kalamazoo 
and Ingersoll Conditioned Air divi- 


sions. 

He succeeds R. S. Ingersoll, ad- 
ministrative vice president of Re- 
flectal. 


G-E AND TELECHRON CLOCK 
SALES FORCES COMBINE 


The sales forces of General Elec- 
tric clocks and Telechron clocks, 
formerly parallel setups, have report- 
edly combined into a single selling 
organization. Advertising for the 
two brands will be combined, and 
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clock dials will be redesigned to fea- 
ture both the G-E and Telechron 
brand names. G-E is planning what 
it calls “the greatest electric clock 
promotion in 30 years.” 


ALUMINUM INDUSTRIES NAMES 
2 VICE PRESIDENTS 


Aluminum Industries, Inc., Cincin- 
nati, Ohio, has elected Randolph J. 
Roshirt executive president of the 
company and R. Vain Bowman vice 
president of the Permite paint divi- 


sion. 


CLARK VP OF BORG-WARNER DIV. 
Edward W. Clark, works manager, 
Calumet Steel Div., Borg-Warner 
Corp., Chicago Heights, IIl., has been 
elected a vice president of the divi- 
sion, it was announced by W. B. 
Caldwell, president, Calumet Steel. 


CHAPPUIS TO HEAD 
BETTINGER SUBSIDIARY 


Sylvan F. Chappuis has been 
named president of the Toledo Porce- 
lain Enamel Products Co., Toledo, 
Ohio, a wholly-owned subsidiary of 
the Bettinger Corp., Waltham, Mass., 
announced Robert A. Weaver, Jr., 
Bettinger president. 


HOMMEL APPOINTMENTS 


Dr. John E. Cox has been .ap- 
pointed senior fellow on the ceramic 
chemicals fellowship which has been 
maintained by The O. Hommel Co. 
at Mellon Institute since 1933. 

He joined Hommel from the re- 
search laboratories of New Jersey 
Zinc Co. 

Hubert D. Jackson has been ap- 
pointed sales and service engineer 
at Hommel to assist Blair McCon- 


WILLIAM I, CLARK, JR. RALPH M. THOMPSON 
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naughey in the Ohio, Indiana and 
Kentucky territory, according to 
Ernest M. Hommel, president. 


DAWSON TO FERRO BOARD 


The election of James M. Dawson, 
vice president and economist, Na- 
tional City Bank of Cleveland, to the 
board of directors, Ferro Corp., 
Cleveland, Ohio, has been announced 
by Robert A. Weaver, chairman of 
the board. Dawson succeeds Allen 
L. Billingsley, deceased. 


STEWART-WARNER NAMES 
KEVITT AND WICKLATZ 


Appointment of Leo J. Kevitt as 
manager of manufacturing, Alemite 
lubrication equipment and Stewart- 
Warner instrument division, Stewart- 
Warner Corp., and of Edward G. 
Wicklatz as manager of Alemite and 
instrument engineering, have been 
announced by F. A. Hiter, senior 
vice president and head of the divi- 


sion. 


‘54 BEST YEAR FOR FERRO SALES 

Consolidated sales of the Ferro 
Corp., Cleveland, Ohio, for the year 
1954 are expected to reach a record 
breaking estimated $42,000,000, ac- 
cording to Robert A. Weaver, chair- 
man. 

Profits per share may amount to 
approximately $2.95. 


VOKOLEK NAMED V P 


BORG-WARNER DIVISION 

The naming of William C. Vokolek 
as vice president and works manager 
of the Franklin Steel Div., Borg- 
Warner Corp., Franklin, Pa., has 
been announced by W. B. Caldwell, 


divisional president. 


JAMES M. DAWSON 


RUSSELL A, JOHNSON 








HUBERT D. JACKSON 


DR. JOHN E, COX 


HERCULES POWDER 
DECLARES DIVIDEND 


The board of directors, Hercules 
Powder Co., Wilmington, Delaware, 
has declared a regular quarterly di- 
vidend of 114%, equal to $1.25 a 


share on its preferred stock. 


KAISER ALUMINUM NAMES MAIER 


Kaiser Aluminum & Chemical 
Sales, Inc., has announced the ap- 
pointment of Cornell C. Maier as 
assistant product manager for alumi- 


num rod, bar and wire products. 


BEHR-MANNING NAMES 
EVANS AND CLARK 


Elmer G. Schacht, president, Behr- 
Manning Corp., Troy, N. Y., has 
announced the appointments of Ed- 
win C. Evans as vice president and 
general manager, and William I. 
Clark, Jr. as assistant to the presi- 
dent. 


JOHNSON HEADS REFRIGERATION 
SALES FOR HOUDAILLE-HERSHEY 


Russell A. Johnson has been named 
sales manager of the refrigeration 
components division of Houdaille- 
Hershey Corp., and will headquarter 
in North Chicago, Ill., where the di- 
vision is located. The announcement 
was made by Eric Boehm, newly-ap- 


pointed division manager. 


EDWIN C. EVANS THOMAS 8S. HOOK 
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Portable “fire gun” for brazing, 
pre-heating, soldering, paint removal 


7 “fire gun”, a new portable 
hand-operated heat tool, burns 
low-cost propane with a heat range 
of 4,000 to 117,000 Btu per hour. 
It is available for small or large heat- 
ing applications that are within or 
beyond the capacity of conventional 


blow torches or soldering irons. 


Trigger controlled, the device is 
suited for a multitude of heat uses, 
such as soldering, tinning, brazing, 
pre-heating, thawing, plasticizing and 
paint removal. 

The 3650° F. flame of the new 
heat tool burns clean with no carbon 
deposit or “blackened area” because 


the burner tips are designed to give 
complete combustion of the propane 
using oxygen from the air. The “fire 
gun” operates at about 1/10th the 
cost of an acetylene torch for the 
same amount of heat. 

A basic “fire gun” kit includes a 
heat concentrator tip, a high heat 
or blow torch tip, a soldering iron 
tip which is equivalent to a 12 lb. 
commercial iron, hose, regulator, 
pressure gauge, and steel carrying 
box. 


Source for further information 
on this new heat tool may be ob- 
tained by writing to finish. 


Home laundry outlook 
—> from Page 31 

cases to thwart various proposals for 
the increase of freight rates. In other 
cases, he declared, “we have been 
able to negotiate for lower rates 
whenever it seemed advisable to do 
so. Advance planning and scheduling 
pay big dividends in keeping down 
transportation costs, but the neces- 
sity for paying higher rates seems 
to be always with us, and in too 
many cases.” 

Emphasizing the immensity of the 
problem continually facing _ traffic 
experts, Carr pointed out that “there 
are 30,000 important shipping points 
between which freight rates are 
published in thousands of separate 
tariff publications.” 


Intra-state taxes 
affect nationwide distribution 

Taxes imposed upon industry and 
business in many states are becom- 
ing a serious detriment to distribu- 
tion on a nationwide basis, John M. 
Wicht, chairman of AHLMA’s gov- 
ernment committee, and vice presi- 
dent of Blackstone Corp., Jamestown, 
S&S A 

“Companies find it harder and 
harder to maintain the national ex- 
pansion which is necessary to their 
future,” he said. “Too many states 
are building the proverbial Chinese 
Wall along their boundaries, with 
steadily mounting intra-state taxes 
which do nothing but serve as a 
barrier of unfairness and inequality 
between them.” 


FEBRUARY « 1955 finish 

















sate transit 





THE RIGHT START 


At that moment, when the new product is ready for 


launching, you're glad to know that it is starting out 


right in containers which guard against damage all 


| ( the way. Developed with the same care as you give 
- your product, Gaylord Boxes combine proved design 
with quality board to give you superior protection. 


You owe it to yourself—and to your products, new or 


old—to investigate Gaylord Boxes. Call your nearby 
sales office. 


CORRUGATED AND SOLID FIBRE BOXES + FOLDING CARTONS + KRAFT PAPER AND SPECIALTIES + KRAFT BAGS AND SACKS 


GAYLORD CONTAINER CORPORATION * ST. LOUIS 


SALES OFFICES FROM COAST TO COAST * CONSULT YOUR LOCAL PHONE BOOK 
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safe transit 


A monthly trade publication section devoted to im- 
proved packaging and shipping and materials han- 
dling practices in the home appliance and metal 


products manufacturing field. 


Plant experience information for all executives 
and plant men interested in the problem of pack- 
aging and shipping improvement and loss pre- 


vention. 


Complete information on the National Safe 
Transit pre-shipment testing program for packaged 
finished products, and detailed progress reports of 
divisions and sub-committees of the National Safe 


Transit Committee. 


CONTENTS 


WHAT THE LABORATORIES 
SAY ABOUT NATIONAL 
SAFE TRANSIT ............. ST-5 


FOUR WAYS THE NST PROGRAM 
CAN WORK FOR YOU ...... ST-9 


181 FIRMS CERTIFIED FOR 
SAFE TRANSIT—listing ..... ST-10 


SIPMHE ANNOUNCES 
EXECUTIVE CHANGES ...... ST-12 


COPYRIGHT 1955 
DANA CHASE PUBLICATIONS 
York St. at Park Ave. 
Elmhurst, Illinois 
PRINTED IN U.S.A. 
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Signode unitizing method speeds 
truck handling of heavy castings 


A manufacturer in Alabama sought a safer, lower cost way to 


ship heavy-wheel castings by motor truck to Michigan. With the 
co-operation of Signode’s fieldman, a special unitizing pallet pack 
was developed. First, a heavier, stronger pallet was built. Two 
layers of castings, separated by a wood frame, and similarly 
capped, were strapped to the pallet. Six bands of Signode steel 
strapping, spaced for maximum unitizing efficiency, were applied. 
The new method of shipping saved time in loading and un- 
loading. Handling safety was greatly increased. Cost of the pallets 
was self-liquidating, because the receiver bought them for inplant 
handling and storing of castings, and for intraplant shipping. 


Get in touch with your Signode Fieldman! He will be able to show 
you, too, how to make important savings in packaging, handling 
and shipping your products through the six basic unitizing 
methods. Quickest way to reach him is to write 


\ eae . 
SIGNODE Steel Strapping Co. 


2639 N. Western Ave., Chicago 47, Ill. 


Offices coast to coast—Foreign subsidiaries and distributors world-wide. 





In Canada: Canadian Steel Strapping Co., Ltd., Montreal * Toronto 
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NORGE REFRIGERATORS ON THE PACKAGING 
LINE AT THE MUSKEGON HEIGHTS PLANT. 








Wirebound 
Nailed or Hinge Corner 
Cleated Plywood 


Norge Division, Borg-Warner Corporation, and many other Cleated Craveneer 
Cleated Corrugated 


leading appliance manufacturers depend upon Chicago Watkins Type Containers 
Mill and Lumber Company to provide safe shipment for Shop and Tote Boxes 
their finished products. Woodsteel Nesting Boxes 


* 


FOR DOMESTIC OR EXPORT 


lf you are having difficulty in solving a troublesome POR PEACE OR DEFENSE 


shipping problem, call in a Chicago Mill representative. 
Technical information, packing information, and testing 
services are available without obligation. 











A shipping container for 
every shipping purpose 


,~ = 


FOR SAFER TRANSIT BY @ TRUCK @ BOAT @ TRAIN @ PLANE 


(HICAGO MILL 48° [UMBER (OMPANY 


33 South Clark Street Chicago 3, Illinois 


Helena, Arkansas * Greenville, Mississippi . Rockmart, Georgia 
Tallulah, Louisiana a South Fork, Colorado * Chicago, Illinois 


Plants at: 
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N the January issue, in an article 
entitled “The Safe Transit Labor- 
atory Helps You Help Yourself,” 
F. A. Petersen stated that the certi- 
fied Safe Transit laboratories have 
always filled an important role in 


the Safe Transit educational field. 
Petersen, of Hunter & Thomas Asso- 





What the laboratories say 








about National Safe Transit 


ciates, is chairman of the Laboratory 
Coordinating Division of the Nation- 
al Safe Transit Committee. 

Petersen went on to say that the 
laboratories themselves claim their 
testimonials “as their best work in 
the field of education . . . . The Safe 
Transit Laboratory has removed the 


blindfold from the shipper’s eyes.” 

The article was accompanied by 
comments from eight certified labor- 
atories. This issue contains comments 
from nine more laboratories. Addi- 
tional comments will be published as 
received. 








Rathborne, Hair & Ridgway Box Co. 


“Since instituting the NST program in our 
laboratory, we have definitely been able to use 
the old adage 
times difficult to convince customers to change 
from the old way of packaging to something 
different or new. With the help of the NST con- 
trolled series of tests, simulating actual shipping 
hazards, the customer has no doubt as to the 
acceptability of a new or different container or 
method of packing. We think very highly of the 
complete program and feel fortunate to be able 
to offer this pre-shipment testing to our customers 
or prospects.” 


‘seeing is believing’. It is some- 


F. E. Bristol 
Chicago, Illinois 














Highland Box Company 


“We felt that a program, such as the 
National Safe Transit Committee is pro- 
moting, would provide an added service 
to our customers and were eager to fully 
equip our laboratory and receive recog- 
nition as a certified laboratory. We are 
proud to be a member, and, although 
new in the organization, we are sure we 
will be called upon to assist in developing 
safe transit packages.” 

Karl H. Rennicke 
Highland, Illinois 














finish FesRuARY « 1955 










































International Paper Company 


“The National Safe Transit Program has 
met with approval everywhere. Our reaction 
to the NST program can best be demonstrated 
by the fact that we have established a number 
of Safe Transit laboratories from coast to 
coast so that we will be in a position at all 
times to render prompt and complete labora- 
tory testing service to our customers and 
friends,” 

W. A. Von Hagen 
New York, N. Y. 


United States Testing Co., Inc. 


“As an independent testing laboratory, the 
installation of pre-shipment testing equipment 
and the use of the NST program has expanded 
our facilities into another service for our clients, 
Along with the services we offer for the evalua- 
tion of products and materials, our clients may 
now determine whether the product will arrive 
in good condition at its destination. The pack- 
aging problem should not be overlooked in 
product evaluation.” 

Charles J. Kleissler 
Hoboken, New Jersey 


Package Research Laboratory 


“The NST program is a vital part of our lab 
tory procedures. It is used to check all pack 
designed by ourselves or submitted by othets. E 
ienced and novice designers both profit from 
program since the results are objective. 

“We have had numerous articles shaken apa 
minutes, and in one instance, 15 seconds. Inadeq 
spot welds, self-tapping screws and missing 
washers are frequent causes of early failure om 
vibration table. 

“Lack of proper blocking or resistance of the p 
age to distortion is disclosed by the incline 1 
test. Heavy articles fastened to a crate base by t 
have failed to pass the test at times because im 
cient metal was provided in the article to hold 
bolts. 

“We feel that the test program is extremely ¥ 
able to the product designer as well as to the pacl 
engineer.” 

Earl R. Stivers 
Rockaway, N. J 
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Where you're buying sheets And about 30 percent more Then, if you further resquare Thus, prior to fabrication, 
of various sizes you'll re- space in your warehousing to multiples in your own you have added approxi- 
quire about 30 percent set-up. plant you're paying an mately $1.10 to every 
more help in your purchas- additional cest of at least hundred pounds of steel, 
ing and inventory control $.35 per hundred weight. even though you are using 
departments. plain light gauge metal. 
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range. The entire ‘‘extra’ 
cost prior to fabrication 
here . . . just a fraction of 
the $1.00 plus per hun- 
dred weight cost of 
standard methods. 
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THERE’S NO COLOR SYSTEM LIKE 


TIN T-TANIU 


Tint-Taniums have firmly established themselves in regular daily 


+a 





production in some of the nation’s most respected appliance 
manufacturing plants. These colored frits, made exclusively 
by Chicago Vit, provide a number of distinct production 
advantages foremost among them being unequalled 





color stability. They are handled as easily as white titanium 
frits, and completely eliminate the chance for human error that exists 
in systems where colors are added at the mill. 

Tint-Taniums also bring you economic advantages, and give your 
finished products fresh new sales appeal. So, if you plan to use 
colors in your new products, you'll find it profitable 
to choose Tint-Taniums. There's nothing else like them! 





CORPORATION 





1425 South 55th Court «+ Cicero 50, Illinois 








Love Box Company, Inc. 


Since the installation of our Safe Transit labora- 
, we have been able to improve the packaging of 
customers, without increasing their costs, by tak- 
[the practical approach and being able to simulate 
al transit and handling conditions . . . . Our 
pmers have benefited in a competitive market by 

Ming their products arrive ready to be used by the 

jomer. It has been said: A product is never sold 

i it is in satisfactory use by the customer.” 


Robert D. Love 
Wichita, Kansas 
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Bigelow-Garvey Lumber Co. 


“Through testing of product and package, we have been able 
to construct crates in such a manner that the initial cost to our 
customers has been reduced, and at the same time they have 
been able to improve the quality of their products. 

“For instance, one of our customers, a manufacturer of bath- 
tubs, has advised that through testing they were able to uncover 
various features of enameling that could be improved. We are 
also conducting periodic tests as an extra precaution in check- 
ing manufacturing quality.” 

J. P. Greco 
Chicago, Ill. 














L. A. B. Corporation 





“Our laboratory has been set up for a very short period of 
time. Due to this fact, we do not yet have adequate records on 
Packaging Service Company the benefits of pre-shipment testing. However, we have manu- 

factured vibration and impact package testing equipment for 
Yur laboratory was one of the first to be certi- quite a few years, and statements from our customers reveal 
iby the NST committee . . . . Since that time ' 


that the use of these machines is exceptionally helpful in reduc- 
efforts have been rewarded. Much progress ing shipping damage. The equipment is also used extensively 
been made in line with the educational aspects, in quality control of the products themselves and in reducing 
bringing the program to the attention of manu- package costs.” 
lurers, plus the physical testing of his packaged Gordon M. Richardson 
ucts. — Skaneateles, New York 
Approximately 75% of our clients hesitate to 
fthase containers until NST tests have been 
fucted and passed.” 











J. C. Fleck 
Willow Grove, Pa. 











































he 
Switch is set in place by lift truck on 
pallet base specially designed to permit 
use of same crate for switches of two 
sizes. Wirebound mats wrap around 
easily, are secured in minutes. 







Although 106 pounds lighter than pre- 
vious container, which was custom built 
for each switch, rugged engineered wire- » 
bound permits fork lift handling and 
stacking of 759-lb. gross weight units. 


Prize-winning General- 


7 fee amon. 


4 
$ 


Hold-down assembly, already in place 
here, goes on next. Then top is placed in 
position and nailed. All parts fit nicely, 
reinforcing each other for strength and 
easy assembly. 





Engineered Wirebound 


Cuts Packing Time 85% for Delta Star 


This wirebound crate won first award for excel- 
lence of design for Delta Star in the 1954 compe- 
tition sponsored by the Society of Industrial 
Packaging and Material Handling Engineers, the 
6th consecutive first for containers by General Box. 





The change from a custom-built crate to a General wire- 
bound design cut packaging time for high-voltage disconnect 
switches from 3% hours to % hour and reduced gross ship- 
ping weight 106 pounds per unit—from 865 to 759 pounds. 
These important savings were accomplished by Delta Star 
Electric Division, H. K. Porter Company, Inc., of Pittsburgh. 

Skilled labor was required to build the crates formerly 
used, while the precision-made parts of the new wirebound 
are put together by unskilled labor. A bit of ingenious design 
that makes the crate quickly adaptable to another size switch 
permits standardization. There is a further saving in the 


Engineered Containers for Every Shipping Need 


« Wirebound Crates and Boxes « Generalift Pallet Boxes « 
Corrugated Fiber Boxes + Cleated Corrugated and Watkins- 
Type Boxes « Stitched Panel Crates « All-bound Boxes 
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lower cost of the materials in the General wirebound, an 
improvement in the degree of protection afforded—thanks 
to engineered and tested design—and an improvement in 
the appearance of the container. 

Specialized experience and design and testing facilities 
unmatched in the industry are applied to the creation of 
custom-designed, volume-produced containers by General 
Box. To find out how much better your packaging can be, 
have a General man call. No obligation. Consult your local 
directory, or write direct. Ask for your free copy of illustrated 
booklet ‘“The General Box.” 


Factories: Cincinnati; Denville, N. J.; East St. Louis; 
Detroit; Kansas City; Louisville; Milwaukee; Prescott, 
Ark.; Sheboygan; Winchendon, Mass.; General Box Com- 
pany of Mississippi, Meridian, Miss.; Continental Box 
Company, Inc., Houston. 


Genetal Box 


1823 Miner Street, Des Plaines, Illinois 


* * * * * 
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High speed production 


line for water heaters 
—> from Page 23 


known, it is the only one of its type 
in existence. 

After tapping, each body is hydro- 
tested at 350 psi on one of four test 
stands. The burners are installed at 
this point, and the body is ready to 
converge with the jacket line. Due to 
precision control throughout produc- 
tion, rejections at the water test stage 
are negligible. 

The pre-sheared and pierce jacket 
blanks are roll-formed and _box- 
seamed in a small area just in front 
of an automatic cleaning chamber. 
The rear part of this cleaning set-up 
contains a hot water rinse, and, by 
an ingenious arrangement, surplus 
heat from this hot water wash section 
is utilized in the drying chamber for 
the washed jackets. Beyond this dry- 
ing chamber, the jackets travel di- 
rectly into the 
booth for painting. 

In reality, it should not be called 
a “booth”, 


unit is actually installed in one corner 


electrostatic spray 


of the paint room and partially walled 
off by small portable panels. One 
very small floor-level exhaust duct is 
employed. The overspray accumula- 
tion at the time this writer saw the 
installation was not sufficient to pro- 
vide a good one-coat job on the floor 
or surrounding partitions. Except for 
the presence of the spray mist darting 
from the disc atomizer to the heater 
jackets, the air was clear. 

The actuating mechanism for the 


for the rotary painting: 





 Ofe 
National Safe Transit Program 


Can Work For You 























If you play your cards right 
/ Theres a profit, too. 











spraying unit is installed overhead at 
General Water Heater Corp. Vertical 
travel of the unit may be adjusted 
while it is operating to coincide with 
the vertical “hang” of the parts being 


painted. A small paint booth just be- 
yond the unit is used to “touch up” 
the few jackets that travel, through the 
electrostatic booth while the Rans- 


to Page ST-12—> 


Loading outgoing truck from General Water Heater’s permanent $750,000 inventory of finished and crated 





Bas 


water heaters. 


RAL WATER HEATER 





181 Safe Transit Certifications 


HE following companies are cer- 
tified under the National Safe 
Transit Program. 


A-B Stoves Division 
Detroit-Michigan Stove Company 
Detroit, Michigan 


Ace Utilities, Inc. 
Brooklyn, New York 


Ackermann Manufacturing Company 
Wheeling, West Virginia 


Active Tool & Manufacturing Co. 
Detroit, Michigan 


Addison Products Company 
Addison, Michigan 


Admiral Corporation 
Chicago, Illinois 


Alliance Ware, Inc. 
Alliance, Ohio 


Altorfer Bros. Company 
Peoria, Ulinois 


America & Southern Corp. 
Nashville, Tennessee 


American Kitchens Division 
Aveo Mfg. Corp. 
Connersville, Indiana 


Andrew Corporation 
Chicago, Illinois 


Apex Electrical Manufacturing Co. 
Cleveland, Ohio 


Appliance & Electronics Division 
Aveo Manufacturing Corp. 
Cincinnati, Ohio 


Automatic Washer Company 
Newton, Iowa 


Barrows Porcelain Enamel Company 
Cincinnati, Ohio 


Beam Manufacturing Company 
Division of Solar Corporation 
Webster City, Iowa 


The Bellaire Enamel Company 
Bellaire, Ohio 


Belmont Stamping & Enameling Co. 


New Philadelphia, Ohio 


Bendix Home Appliances 
Division — Avco Mfg. Corp. 
South Bend, Indiana 


Ben-Hur Manufacturing Company 
Milwaukee, Wisconsin 


Berger Manufacturing Division 
Republic Steel Corporation 
Canton, Ohio 


Boston Stove Foundry Company 
Reading, Massachusetis 


Bryant Heater Division 
Affiliated Gas Equipment, Ine. 
Cleveland, Ohio 


Bryant Heater Division 
Affiliated Gas Equipment, Inc. 
Indianapolis, Indiana 


Bryant Heater Division 
Affiliated Gas Equipment, Inc. 
Tyler, Texas 


Brown Stove Works, Inc. 
Cleveland, Tennessee 


Calcinator Corporation 
Bay City, Michigan 
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Caloric Stove Corporation 
Topton, Pennsylvania 


Canadian General Electric Co., Lid. 
Montreal, Quebec, Canada 


Canadian Westinghouse Company, Ltd. 
Hamilton, Ontario, Canada 


Canton Stamping & Enameling Co. 
Canton, Ohio 


Central Rubber & Steel Corporation 
Findlay, Ohio 


Chambers Corporation 
Shelbyville, Indiana 
Chicago Electric Division 
The Silex Company 

Chicago, Illinois 


Chicago Vitreous Corporation 
Cicero, Illinois 


Cincinnati Milling Products Division 


Cincinnati Milling Machine Company 


Cincinnati, Ohio 


Clarostat Manufacturing Co., Inc. 
Dover, New Hampshire 


Clyde Porcelain Steel Division 
Whirlpool Corporation 
Clyde, Ohio 


Conlon-Moore Corporation 
Chicago, Illinois 


Consolidated Industries, Inc. 
Lafayette, Indiana 


Continental Water Heater Co. 
Los Angeles, Calif. 


Cribben and Sexton Company 
Chicago, Illinois 


Crosley Division, Aveo Mfg. Corp. 
Richmond, Indiana 


Crosley Division, Avco Mfg. Corp. 
Nashville, Tennessee 


Crown Stove Works 
Chicago, Illinois 


Crunden Martin Manufacturing Co. 
St. Louis, Missouri 


Davis Products Co. 
Niles, Michigan 


Day & Night Division 
Affiliated Gas Equipment, Inc. 
Monrovia, California 


Dearborn Stove Company 
Chicago, Illinois 


Deepfreeze Appliance Division 
Motor Products Corporation 
North Chicago, Illinois 


Detroit-Michigan Stove Company 
Detroit, Michigan 


The Dexter Company 
Fairfield, lowa 


Dixie Products, Inc. 
Cleveland, Tennessee 


Dostal & Lowey Company, Inc., 
Menomonee Falls, Wisconsin 


The Duchess Company 
Alliance, Ohio 


Duo-Therm Division 
Motor Wheel Corporation 
Lansing, Michigan 





























































Eagle Range & Mfg. Company 
Belleville, Illinois 


Easy Washing Machine Corporation 
Syracuse, New York 


The Enamel Products Company 
Cleveland, Ohio 


Fedders-Quigan Corporation 
Buffalo, New York 


ledders-Quigan Corporation 
Maspeth, Long Island, N. Y. 


Federal Enameling & Stamping Co. 
Pittsburgh, Pennsylvania 


Firestone Steel Products 
Akron, Ohio 


Firestone Steel Products 
Wyandotte, Michigan 


The Fletcher Enamel Company 
Dunbar, West Virginia 


Florence Stove Company 
Kankakee, Illinois 


Florence Stove Company 
Lewisburg, Tennessee. 


The Floyd-Wells Company 
Royersford, Pennsylvania 


Franklin Manufacturing Company, Inc. 
Minneapolis, Minnesota 


Frigidaire Division 
General Motors Corporation 
Dayton, Ohio 


General Electric Company 
Bloomfield, New Jersey 


General Electric Company 
Erie, Pennsylvania 


Geneva Modern Kitchens, Inc. 
Geneva, Illinois 


Globe American Corporation 
Kokomo, Indiana 


Gray & Dudley Company 
Nashville, Tennessee 


Hardwick Stove Company 
Cleveland, Tennessee 


Haskell Manufacturing Co., Inc. 
Pittsburgh, Pa. 


Heintz Manufacturing Company 
Philadelphia, Pennsylvania 


Holland-Rieger Division 
Apex Electrical Mfg. Co. 
Sandusky, Ohio 


Hotpoint Company 
Chicago, Illinois 


Ingersoll Products Division 
Borg-Warner Corporation 
Chicago, Illinois 


Ingram-Richardson, Inc. 
Frankfort, Indiana 


International Harvester Company 
Evansville, Indiana 


Jordon Refrigerator Co., Inc. 
Philadelphia, Penna. 


Kaiser Metal Products, Inc. 
Bristol, Pennsylvania 


Kelvinator Division 
American Motors Corporation 
Grand Rapids, Michigan 


Kresky Manufacturing Co., Inc. 
Petaluma, California 
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Kuehne Manufacturing Co. 
Mattoon, Illinois 


Landers, Frary & Clark 
New Britain, Connecticut 


The Lennox Furnace Company 
Marshalltown, Iowa 


A. J. Lindemann & Hoverson Co. 
Milwaukee, Wisconsin 


Line Material Company 
Division of McGraw Electric 
Milwaukee, Wisconsin 

Lisk-Savory Corporation 


Buffalo, New York 


Locke Stove Company 
Kansas City, Missouri 


Logan Engineering Company 
Chicago, Illinois 

Luxra Company 
Atchison, Kansas 


Magic Chef, Inc. 
Cleveland, Ohio 


Magic Chef, Inc. 
Lorain, Ohio 


Magic Chef, Inc. 
St. Louis, Missouri 


Majestic Manufacturing Co. 
St. Louis, Missouri 


Malleable Iron Range Company 
Beaver Dam, Wisconsin 


Malsbary Manufacturing Co. 
Oakland, California 


Manitowoc Equipment Works 
Manitowoc, Wisconsin 


The Maytag Company 
Newton, Iowa 


McCray Refrigerator Company, Inc. 
Kendallville, Indiana 


A. Y. McDonald Manufacturing Co. 
Dubuque, Iowa 


Meadows Division, Thor Corporation 
Bloomington, Illinois 


Miami Products, Inc. 
Miami, Oklahoma 


Midwest Manufacturing Company 
Division of Admiral Corp. 
Galesburg, Illinois 


Moffats, Limited 
Weston, Ontario, Canada 


The Moore Enameling & Mfg. Co. 
West Lafayette, Ohio 


Mt. Vernon Furnace & Mfg. Co. 
Mt. Vernon, Illinois 


Murray Corporation of America 
Scranton, Pennsylvania 


Murray Manufacturing Company 
Murray, Kentucky 


Neon Products, Inc. 
Lima, Ohio 


Nesco, Inc. 
Milwaukee, Wisconsin 


Newark Stove Company 
Newark, Ohio 


Norge Division, Borg-Warner Corp. 
Effingham, Illinois 
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Norge Division, Borg-Warner Corp. 
Ilerrin, Illinois 


Norge Division, Borg-Warner Corp. 
Muskegon Heights, Michigan 


Odin Stove Manufacturing Co. 
Erie, Pennsylvania 


O'Keefe & Merritt Company 
Los Angeles, California 


Payne Furnace Division 
Affiliated Gas Equipment, Inc. 
Monrovia, California 


Peerless Manufacturing Corporation 
Louisville, Kentucky 


Perfection Siove Company 
Cleveland, Ohio 


Phileo Corp., Refrigerator Division 
Philadelphia, Pennsylvania 


Porcelain Metals Corp. of Louisville 
Louisville, Kentucky 


Precision Grinding Wheel Co., Inc. 
Philadelphia, Pennsylvania 


Preway, Inc. 
Wisconsin Rapids, Wisconsin 


Quicfrez, Ine. 
Fond du Lac, Wisconsin 


Quincy Stove Mfg. Co. 
Quincy, Illinois 


Ranney Refrigerator Company 
Greenville, Michigan 


Raytheon Manufacturing Company 
Brighton, Massachusetts 


Remington Corporation 
Auburn, New York 


Republic Stamping & Enameling Co. 


Canton, Ohio 


Revco, Inc. 
Deerfield, Michigan , 


Reznor Manufacturing Company 
Mercer, Pennsylvania 


Rheem Manufacturing Company 
Chicago, Illinois 


Geo. D. Roper Corporation 
Rockford, Illinois 


Milton Roy Company 
Philadelphia, Pennsylvania 


Royal Typewriter Company, Inc. 
Hartford, Connecticut 


Ruud Manufacturing Co. 
Kalamazoo, Michigan 


Ryan Refrigeration Company 
Hopkins, Minnesota 


Samuel Stamping & Enameling Co. 


Chattanooga, Tennessee 


Seeger Refrigerator Co. 
Evansville, Indiana 


Seeger Refrigerator Co. 
St. Paul, Minnesota 


Sepco Corporation 
Pottstown, Pennsylvania 


Servel, Inc. 
Evansville, Indiana 


Shampaine Company 
St. Louis, Missouri 
































































Simonds Abrasive Company 
Philadelphia, Pennsylvania 


A. O. Smith Corporation 
Kankakee, Illinois 

South Wind Division 
Stewart-Warner Corporation 
Indianapolis, Indiana 


Spacarb, Inc. 
Stamford, Connecticut 


Speed Queen Corp., Ironer Division 
Algonquin, Illinois 


The Sunray Stove Company 
Delaware, Ohio 

O. A. Sutton Corporation 
Wichita, Kansas 

The Tappan Stove Company 


Mansfield, Ohio 


Temco, Inc. 
Nashville, Tennessee 
Tennessee Stove Works 
Chattanooga, Tennessee 


‘Thor Corporation 
Chicago, Illinois 


Toledo Porcelain Enamel Products. Co. 


Toledo, Ohio 


Trade-Wind Motorfans, Inc. 
Los Angeles, California 
United Specialties Company 
Philadelphia, Pennsylvania 
United States Rubber Company 
Fort Wayne, Indiana 


United States Rubber Company 


Fulton, New York 


United States Stamping Company 
Moundsville, West Virginia 


Universal Major Elec. Appliances, Inc. 
Baltimore, Maryland 


Victor Products Corporation 
Hagerstown, Maryland 


Westinghouse Electric Corporation 
East Springfield, Mass. 


Westinghouse Electric Corporation 
Metuchen, New Jersey 


Westinghouse Electric Corporation 
Columbus, Ohio 


Westinghouse Electric Corporation 


Mansfield, Ohio 


Westinghouse Electric Corporation 
Beaver, Pennsylvania 


Westinghouse Electric Corporation 
Sharon, Pennsylvania 


Westinghouse Electric Corporation 
Sunbury, Pennsylvania 


Westinghouse Electric Corporation 
Raleigh, North Carolina 


S. S. White Dental Mfg. Co. 
Staten Island, New York 


White Products Corporation 
Middleville, Michigan 


John Wood Company 
Chicago, Illinois 


John Wood Company 
Conshohocken, Pa. 


York Corporation 
York, Pennsylvania 
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burg unit is being adjusted. “We 
could re-route these few units for re- 
painting, but as the paint booth was 


already installed, we find it quicker 


merely to re-touch the first few 
jackets,” the man in charge ex- 
plained. “After the unit is adjusted, 


no touch-up work is necessary.” 
Scarff points out that coating thick- 

ness averages betwen 1.5 and 2 mils. 

“We 


without 


excellent 
other 


obtain consistency 


runs or mechanical 





blemishes. We obtain a coverage of 
about 610 sq. ft. per gallon of paint 
as compared with 370 sq. ft. when 
conventional hand spraying equip- 
ment was employed. We also use the 
electrostatic unit for painting small 
heater parts. These are hung on 
Christmas tree-like racks which ap- 
proximate the size of the water heater 


jackets.” 


Final assembly 


After the water heater jackets are 








CORNER 


AND STACKING 


B-G Designs Wrap-Around Tight-Corner 


Crates to fit your product and to give you an 
overall lower packing cost. Ideal crate for tall 





CLOSED CORNER 


and bulky items—W ater Heaters— Hot-Air Fur- 
naces— Refrigerators, etc. 

Pre-tested to meet handling and transporta- 
tion hazards. Protects your product and saves 
money in your shipping and handling costs. 

B-G Containers are delivered flat, in 3 com- 
pletely assembled sections. Pre-drilled nail holes. 
Unique Tight-Corner feature. Palletized for 
fork-lift handling, saves time and storage space. 

B-G handling and packaging engineers will 
gladly call to discuss your specific shipping 


problems. Please write. You'll profit by our 30 
years experience. 


GSoC wv & 


Tight Corner Wooden 
Hinge Crote Poliers 


MILLS ARKANSAS 


Model & Model 6 


GEORGIA 


Pallet Boxes Pollet Boxes Pallet Boxes Crote 


Sea Sechon 
€ 


Model C Krott Wooden 
Bones Pane! Crotes 


WISCONSIN MINNESOTA WLINOTS 





always check 


Write for complete details and prices to... 


Phone 
WHitehall 













































painted and dried, they join the 
bodies at the beginning of the final 
While water heater 
assembly is 


assembly line. 
final pretty much a 
standardized process, with adequate 
test pits and testing facilities to check 
all working components as the heater 
travels along the line, the test pits at 
General Water Heater Corp. are far 
more roomy than usual. In fact, the 
tubing that is installed on the heater 
is actually cut to length and shaped 
right in the pit where it is used. This 
extra roominess was provided for a 
specific reason. When production 
warrants it, the opposite side of the 
pit will be used for a second final as- 
line of water 


sembly large-size 


heaters. In fact, the conveyor chain 
for this line is already installed. 
Officials at General Water Heater 
Corp. are very proud of the com- 
pany’s long record of service in the 
West Coast area. While to an Eastern 
manufacturer a 35-year life cycle 
might seem rather abbreviated, on 
the West Coast this same 35-year 
cycle spans the era between sectional 
isolationism and acceptance of West 
Coast industry into the integrated 
American industrial pattern. 





Safe Transit News 











SIPMHE NAMES EXECUTIVE 
CHANGES 


Earl B. Candell, General Electric 
Co., Cleveland, president of the So- 
ciety of Industrial Packaging and 
Materials Handling Engineers, has 
announced the following changes in 
the line-up of officers: 

John Mount, Co. of 


North America, formerly secretary, 


Insurance 


has been named vice-president, fill- 
ing the unexpired term of A. C. Me- 
Geath, deceased. 

Robert C. Cragg, Gould Storage 
Battery Corp., has been named secre- 
tary, succeeding Mount. 

M. C. Weisenhorn, Jiffy Mfg. Co.. 
was named treasurer, succeeding M. 
A. Grogel, who resigned. 


W. B. Lincoln, Inland Container 






BIGELOW-GARVEY 


EIR end Leboratory lumber company 
320 W. HURON STREET + CHICAGO 10, ILLINOIS 






4-5252 


Corp., has been appointed a national 
director. 
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“Our face is 
our fortune,’ 


says George C. Foerstner, 
Amana Executive Vice Pres. 


“Or let’s say it’s a big part of our fortune,” 
continues Mr. Foerstner. 

“We prize the flawless finish of our Food 
Freezers highly — and so do housewives. In 
fact, as much care is taken in the manufacture 
of this finish as in any other part of the unit. 


“We can’t afford to have it marred after it 
leaves us. That's why we ship all our products 


in Aclas Plywood containers.” 
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Gleaming beauty. Amana's pride in the shining 
finish of its lax teenen is understandable. To 
protect these gleaming beauties which weigh 300 
pounds, Amana sought the advice of Atlas Plywood 
packaging engineers. It was obvious that, if not 
properly packed for shipping, the weight could 
— destructive when the unit underwent the jolts, 

umps and strains of travel. What's more, the inside 
mechanism could be damaged. 





Atlas Plywood Engineers designed this sturdy, 
lab-tested container that will absorb the shock of 
shipment, warehouse handling and dealer delivery. 

Amana not only gains protection by this packag- 
ing but saves plenty of money besides; the con- 
tainer is light-weight as well as strong and its 
strength is so dependable Amana can now pack up 
to the load limits. No waste space in freight car or 
in storage. 





Atlas Plywood 


CORPORATION 
FROM AMERICAN FOREST TO FINISHED PRODUCT 





PLYWOOD CONTAINERS * FLUSH DOORS * HAROWOOD PANELS 
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What about you? Do you 
risk wasted dollars due to prod- 
uct damage or increased ship- 
ping costs from unreliable con- 
tainers? Send for free informa- 
tive, illustrated 24-page book- 
let, ‘How Atlas Plywood Cuts 
Your Shipping Costs 
Safely," — or see your Atlas 
Plywood representative (Clas- 
sified Telephone Directory). 
Learn about the somnatnelte 
testing laboratory where Atlas 
Plywood containers win their 
lab-tested label. Atlas Plywood 
Corporation, Dept. F-6, 1432 
Statler Building, Boston 16, 
Massachusetts. 
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PARKER RUST PROOF CO. ...... P-57 
PATTERSON FOUNDRY & 

MACHINE COMPANY . 2nd COVER 
PEERLESS PHOTO PRODUCTS, 

INC. 
PEERLESS WIRE GOODS CO. ... 
PEMCO CORPORATION 
PERMACEL TAPE CORPORATION . 19 
PETERS-DALTON, INC. ......... 28 
PITTSBURGH STEEL CO . .P-38 & P-39 
PYRAMID MOULDINGS, INC. ....127 
RANSBURG ELECTRO-COATING 

CORPORATION 
RINSHED-MASON COMPANY .. .P-2 
SHERWIN-WILLIAMS COMPANY .115 
SIGNODE STEEL STRAPPING CO. ST-3 
SOCONY-VACUUM OIL CO. ...P-16 
SPEE-FLO COMPANY, THE 
STUART OIL CO., LTD., D. A. ... 
SWEDISH GAGE COMPANY ... 
TITANIUM PIGMENT CORP. 
TRI-STATE DIE CASTING CORP. .P-27 
TUTTLE & COMPANY, H. W. ....128 
UDYLITE CORPORATION, THE . .P-23 
UNITED STATES STEEL CORP. .... 42 
VERSON ALLSTEEL PRESS CO. .. 
VICKERS, INC. 
WATKINS CONTAINER 

MANUFACTURERS ... 3rd COVER 
WEAN EQUIPMENT CORP. ..10 & 11 
WILLARD STORAGE BATTERY 

RARE cate aE P-32 
WYANDOTTE CHEMICALS CORP. P-52 
YOUNGSTOWN SHEET & 

TUBE COMPANY 


Customer Service YORK ST. AT PARK AVE., ELMHURST, ILLINOIS 
“I saw your ad in finish” 





Midwest Appliance Manufacturer 
desires young man with technical 
ceramic education and some experi- 
ence in the field of sheet metal por- 
celain enameling. Expected to super- 
vise all mill room functions and 
process control activities. Previous 
supervisory experience desirable. 


Address reply to Box 255, ¢/o finish, 
York St. at Park Ave., Elmhurst, lil. 
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sales volumes they expect to attain. 
Sixth, additional advertising im- 

pact might be affected in various 

quarters of the industry, through the 

cooperative efforts of groups of man- 

ufacturers. 


Seventh, the impetus of the Lique- 
fied Petroleum Gas Association’s ad- 
vertising and public relations pro- 
grams will have positive results on 
the sales of gas and gas burning 
equipment in the areas beyond the 
gas mains. 

Eighth, the public relations pro- 
grams being sponsored by the Amer- 
ican Gas Association and by the In- 
dependent Natural Gas Association, 
which are in addition to the LPGA 
and GAMA programs, will make 
heavy contributions to market condi- 
tioning and public acceptance for 
both the fuel Gas, and gas appliances. 

Ninth, the national advertising pro- 
gram of the A.G.A. and the further- 
ance of its PAR (Promotion, Adver- 
tising and Research) program will be 
continued with increased vigor. 

Tenth, and what makes the pre- 
vious elements cohesive and work- 
able, is the record of mutual accom- 
plishment and the practice of close 
cooperation between all parts of the 
gas industry which has been in clear 
perspective during recent years. This 
is particularly true in manufacturer- 
utility relationships. 

So, from the over-all gas appliance 
and equipment viewpoint, the year 
ahead looks like a good one—not a 
spectacular one. As is the case with 
any given year, the net industry re- 
sults will be in direct proportion with 
the efforts and accomplishment of the 
industry’s individual components. 
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